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Abstract of JP 10216598 (A) 
PROBLEM TO BE SOLVED: To provide a coating 
device and a coating method for removing securely 
the adhered matter such as a coating liquid adhered 
on the periphery of a jet opening of a coating 
instrument regardless of the kind of the coating 
liquid while minimizing the wear of a cleaning head 
and securing the dustproof properties and long life 
and forming a high quality film free from film 
defects, and also provide a manufacturing device 
and a manufacturing method thereof for a color filter 
in which the above coating device and the coating 
method are used. SOLUTION: A cleaning 
component 94 moving along the longitudinal 
direction of a jet opening while being brought into 
contact slidably with a jet opening peripheral section 
10 of a coating instrument 40 and removing a 
coating liquid adhered on the jet opening peripheral 
section is provided, and also a sensing means for 
sensing the position of the jet opening of the coating 
instrument is provided, and based on the measured 
value of the jet opening position sensed by the 
sensing means, the relative position between both 
of the cleaning component 94 and the coating 
instrument 40 at the time of being brought into 
contact slidably is controlled to be constant on the 
basis of the jet opening position of the coating 
instrument as a reference. 
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im$m 1 1 mm&mt&^&t . 

( a > mm^n^u^mmzmm ut#6tttijp 

^ft^fat^TiWU ttffiPJSffl»£tf*l,T^ 
4&^*K^SiMMBf fc , 

( b ) mma^mmm^msttm^&h. , 

( c ) UStttt^ati &ttffiPftB«8Isaifc j; 0 , 
Mi^tttBPfiaSrffllfcLT. ifflWtW^fc 
OSSffirtcfclt* WtfilWflSfffif *-jet«|«|1-*IW 

[»«jh2 3 wm&m-t&mt. 

(a) ^a*«riatews«i!taspfflia»tftt3-ii-& 

«*l«^gfc . 

foteftoTSWU ttfflPHffl»teW*l,TV*lMsK 

a. 

#iWcKtf* ttffl □ * t s 

Saw J:ZflNflElfcffiiftta 3 %o^sflr< k fc-* 

t&xnmimt zmitzm^mmiza^x, 

(A) IJISSHBSottaiPS-aHf SftH^gfc, 

(B) MB&B^SOftgiHcffiaU MflJ^f^J^ 

*l6lfcE^Stt{f}PS*^-4ffifli»i:, 

jm£&~>xwmu ^mam^mzimix^hmm 
mma-imm mtt mttzmmmwiz&wx , 

[«*^5] mmk4<mmmzis^x. m&m 
mizte. m^x^tmmmmtmtii^-'vh 



mizmvm&u&%t&mf5%t, 
mmm&xxfffismmti?) o < 1 

matmnnirtaip n ja«oHe ^ tt;u p^*# 
mtcwl, ntaipjsa»fc#»UTv^affi 

afc-*-*a*§si. 

So 

[ft*E8] ^ffi^w-^rinitgvsttaiP*^^ 

«^Sf < fc t-*Srffi^t»S^TmiBMM^ 
OTiatttBPc0vfJ«^W^iy:tiJPt»tT»fi^J6L 

fc«w=. »»awsttajpfflffl«t^s-i^^Dtffip 

*>**#rtlfci&-3 £ fc fcJ: 0 . IMERtfflP 
P«i««^*ttajPt»LT*J^IKW>t 4 fc k *> 

fc, fflEttajpt«6»aE*w*3-ii^at, msmrn 
mniftncD%^miz^x®m2ittzk$:mb 

[ it$3 i o ] tmm 8 co&ffitfgcfcfc v vc , mtett 

ajPOfflflWW&DtEBPfcWLT Wftg$i6t-& fc fc 

fct. pEt]±ffiPifia^fc^flj?gco^ii^&3t)i§€ 
mmmmum^mnco^umzr^x^m 

*>cd'j?%< b h~*mmiz3mt$txmmm® 
wzmmmm-bbb^z, mmm-kwmm 
contm nm mmzm § am&m n^^mz^ 
xmzitbzktz**)^ anaummmznmix^z, 
mmzmz-t&mimiziiux. 
mfimmzwzmmmvm&mmmztefriii&m 
mi, mmzmmzffl®#>mzmz>zbm&bi- 

imm 1 2 j mfi^cr>-ifmzmifzntiiinfrm 

%<r&%< k i>~ttm$mzwm^xmmmm®> 
miizmmzBifrfz 1 1 «, » j§ 
<ottffipjaa»tj^s*-?oiita5po^j5ri*iti&-a 
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mzftmix^&mwLmism&i><7)t%-ix^h. 

[0006] 

imwmLXok-t&mmi mutt, mttim 

^•y HttWfflblf Uxf-l^y36»fe**»ttaWltt* 
U iOSMBBWItt^y -y b^«ttUJPHi7-y 
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t*¥mb-t&mmmx'&&. 

[0030] mm. i ocowmmzkiux. mmtco 
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[0031] it*3Si i (ommm*. mm.flit&# 

wmzwaimzmhhLb mmti-mmmx-h 
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~^4t{4«jf*fctT<0XT-y6*sseB§tL, ^co 
X-r-v6co±M{4^T^I*I^LT*<. KfflRgifc: 
J:oT2ft««^|jaWA, Bim&ZttfcV7i'g> 
Mb lXlU&tlX\*l. ^f-y6(i^X7^ F 

W8&-frLx*H mu~n>4±*7i<.¥i}mzmg.wi& 
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[004 1 ] Hlt^SiiT^iidK, SS2c7)±ffi 
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^-^y^2 8cO_hffitK0Wt^^T^^. 
[0042] #P$77^-yHc(4£f$«) (0*t£V*) 
^tT^*;^3 23W5fttt<otlTfc 1 ?, 
4-*/t^3 2(4n^£ftt#>-?-*f<W mu-)U 
4<7)±lJ*ZtlbU-)l4ffifcM'3XfrWzmV : X^ 
4. ^*^3 2<0Sfiftt{4#^7'5^<y hfttTIH 

[0043] #1^75 > y h (cji^^ 3 6 #g|g£ 
ixTfc 0 , M*fA'- 3 6f4r-f */W3 20±*t 
fiSt, ^4"*;l^3 2fc^TgtfT^I>. 7j<¥A - - 

3 6«ws«k:{4, TOfH^oy^rr^f-ai-^ 

3 8*^^WR>5W^tLTfcD, ^^X^y-TTi? 
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[0044]^>f 3 2 fttZttmmt IXCDA V 
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V. ZIX. *toW&£Xy4*/W32tzmi!llX 

[0045] H2t^SilTV^J:'3t, X'J-yh^ 

4 0H i4Mfl?ffi(7)»^*-X 4 2 fc 0 . i (0 
ifS*-X4 2c05tSi4i^y ^'^74 4 . 0 . 

zcommmtm e v izmmz tix^i. 
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mvx&t), <ro©?i*-x4 8co5ts§B{4, wmm 

m*.ii*>9 5Qft£#\i&ixx\M. 

[00463 xyy^>-7°44^y7°*#:52i4, 
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(6) 



#lfW 1 0-2 1 6598 



*ft5 2tt3^ea-^54fcWHWfcSSK8*iTfi 
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0. x-r-^6soaaij^[6ifcES-ti.*(fi]t®y'Tv^ 

* . ^ 'J T^H 7 4 ±(Cl4J©(kWf -V 'J T 7 6 
{i^-;Pfet*»^^rl.7 <-YX9 y A -7 8^'Ka§ 

ixTvi?,, 7-f-Kx^y A -7 8{^^yr7 6ojf 
Mortis *r+\)TiH Y7 4i$Bixmt/x 
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is *<9PW»j^-»<o<K8 0fciinRsstsa»s 

flTHS. £ft^»§8 0i4^y7;^F7 4±(~i 

-HX^y a -7 8<0-iBJ4«|g8 0A>i?,S§aiL. «M 
; E-^8 2«{fJ^«|fca9SS*l.TV^. £cO»J*-? 

8 2i4^-?JIXftW84£^LT^7'g&7 2fca$ 

[ 0 0 5 6 ] df-v UT7 6*>HIIto»6Ii4*«>j(M Hp 
<y F 8 6*»JJSTlcrtiHTSSllJj*iT* 0 , ififetf-f F 
O v F 8 6 am^yy-iry F 8 8##P|giEfcLTK 

76fct4, H4*»fc^*«SrJ:at^Ur7 6«iWH 
Lfcx7y y 0 UTS5fcj»S8flT 
£0. ;«0XT^yy^9 0i4#|^77^-/h8 8^S: 
JWSfcfcifc. #*:75^F8 801^HffiI£W 
arf&. fit, #»77^F8 8<9ft4|fc(4±li 
#MP Itltf?- 9 2 *«K 0 fffi feftt V >S . $9 - 9 
2{4®JK?L9 8#ft9, 0^£ix-O^f- A -7£jI 

C 0 0 5 7 ] 04 KttfftBLfc* >J -y F *W 4 0 1 *fc 
*S*lT*i 9 % i^ffcfi^)«^s * 'J -y F^ 4 0(0 
7X;HH54 0 a{4f COTffltX'J >y F 6 4*>T«, 

ttEf}P**WP§^LTV^. /X/H*4 0 aOTH 
f^T&TOffi-CftS. 

[00 58] #?|£77^'y F 8 8(Cte s ±ffi#BBP Ifc 

9 2 8 2 Hi: {4R*filT*¥(Cffit/ 
H5*>fe^*«5rJ:'3tc^-9 2tt^y -y F 
*M 4 0 J; 0 < . >J «y F 4 0 ZTU 

#>&g 3 

[0059] $9-9 2 Wc{4f (M&SMKtilSLXm. 

•m-mm§m9 4t>mmtixt5*). ztit>m 

mt9 4mm-f&$&3---vh9 6$:-ftlXtf?-9 

2tffi')tfw-«ro>s. i*ifej«»ajtr9 4tt^^- 

9 2^^*WfcJJ^<0|BIB*#LTffi««-ft^jlTtJ 

J X7WH54 0 a fc**f4 £ fc 4 . X 'J 7 F *M 
4 0CO/XVHS4 0 a{4f «WMI#>J<TO«tLT)<t 

[ 0 0 6 0 ] % t> t , «f«MW 9 4 <0*iBliiSf$ffl»||& 

^yifii, Ttvjumm. xvux^prnm. #yrn 
t° u 7 -y »ifit s sk y 7? yi yffifli. — F y 

££\ Ztlt>cr>$*Tl> . XV'/b^40 

<?>jxm4 o amLxm& j mitimwz'££ti& 



JF4U^«k46. «JfOT9 4co«J^h^) 
S$H4f «*8Bi: W**]«ffli«T*oT t, J^U 

'J -y F ^4 4 0 ICtJftfi 7 X;W»4 0 a«^tttJ+* 
t«R-t4fc«>, «ffi§W9 4J4f<D/f£#2mml;it 
±. 3tfcx.tf5mmtS3£3ix, J9r£tf>g3jW«ft3*l 

c o o 6 1 ] tfz. m4iiZ5j<ti. o \i^mem9A<m 

WMifctt. gfef^?SttiU7X;>2 0 8#fllx. £>*IT^ 

^XWWM 7t'{4^< Ta^MA^tJE* 5 !.^^ 

[ 0 0 6 2 ] #*-9 20rtJSBCtt-f-0+jliaiWi-02 
mm^U9S (05#Bg) *«»*8<1T*JD. £il 
fe»fflP9 8 {404 CO J: o t--y77H 0 0*^LT» 
ffi*-XfcSSH!S*LTV^. £c0»ffi*-X 1 0 214# 
^-9 2<0^H£|iiti&oT^y77 6 4TK^s ft 
•C . £«df -v U 7 7 6tSi.V**r V Til A K 7 4 £«I 
tTs ^y«^7 2|*l4TWTV^„ ^rfe s 0^§tl 
■OvfirWtflifi, ^r-vy7^ F74t(4^ffi*-X 
1 0 2 7 2 |*)t»< tzfrVMUtm^iVX 

fci?. £«^P{47 ^ y a-7 8t&oT®tf 

[0063] 1^y»fi7 2rttJ3V^, 0 
2»*SMrU77 6«Witfffirt-40t+»S*Sf 
UTtJOs fO«{4K?g^y^ 1 0 4O»&K»L 

X- z.<r)mm?v?io4Mzftxntix\i%, mm? 

V9 1 0 4«oafcliiRg|!fc-X 1 0 6^«atTIR'3# 

[0064] ±^ufcn]iR • mmn o»tit-^ 

8 2. XTxyyr9 0 2r#ffi#i)$^l,*[6]«t# 
fccttx^^yri 0 8{4frat^>—ir^5 6{C« 
««t«BKS*l. £«^-^y^5 6(4H]lR-?t}f«* 

[00653 mz$y-7 jfrf-owmmbz-x 

TjffiSrlSBJ-tS . *T , X y >y F jr-f 4 0 
3 2tct 9-?(tT»mco*ffiXg^Sltf1-4„ ■«:*> 
•fe>"9--2 0 2#xy •yh^M4 0OtttiiP5 l cS6 
8cottTt<I.J:oX7 : — "JhltmD^h. r>\ixx 
>J >y h^W 4 0S#»7"5^v F 3 1 ftTB§^l»£i; 
{CJ;^T»9>o< 9T«fc»§-fi:. >-+N- 2 0 

2i:, ttffiP5feS6 8i;cOKiiKlL, KlRftai^-f 
4. 

[0066] zcomsm^z^z s m 1 ihhk i l , 
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k i Rf^mmmmxhh t , a y t° 5 4 

6 £tf-LT#M«2 6 y Z7 

7?fiI^3 8aWU mBJHKlL, Kl 
RiawSfcW5rg*Jartfe k * tf 3 /z mjawwR* 
?4 t^3 2 £0 1 ^EpRT-Stt i 3 

>y b^>f 4 0c0tttiiP6 8{±-?-<50ili^Ifi]f*-C{5(5'*^ 

[0 0 67] ifl5i3fcLTXUyh^-f4 0(ClSft4 
ttJi}P*«6 8cO*¥flW^7-f £ k . 3^hV-^ 
5 4tt£<0B&5 > W)iaiHK 1 L£ffi8]£ffiK 3 k LTIS 
£L <SE!«£7°n-fex) , 0 

b-frh <nmm^zm?% , *w 3 2 oi^^na 

[00 68] -etT. 3>h°a-^54ii. MSEMK 
3&£ VVOVZ fc^JS s Y fcitaSteifr? 

^T*ffl-t4 (gajTn-feX) . 

[0069] Y=Z-K3 

«Il/^l/¥'fctk5«*»fcflJtea»$rJ: o izx y * 
h ^ 4 0 <M □ 6 8 ifiX f — 6 <0±M & XWf I 
tzt*. U-T**-^8 6*»fcffl*3;ft.*lftaJii^, 

wr, tmmtb x u -y h *w 4 0 Attain 6 8^^ 

YC=Y+a 

5 4teStf.&£-£T*K icOT'XU -y b 

[ 0 0 7 0 ] iiL/t X 0 (c LXmkV«JVYt&&£ 

T) , xy-yby^OfeJ^Xf—^Jilf^fJl^ 
ft* . 0 . x U -x b ?W 4 0 i2FJr£«{i«;£ TJJf 
£ft s Xx-^'6te»fi«ifcT-«»$fti,„ 
[0071]^ *;W3 2 WWgl-^YMBef-* 
fcfcfc #«*2 6&J:l/Xf— y6<0faWW» 
U, ii«3$U^-^y^5 6#*c^-^yx0J«k{i; 
^LTHJfi^ft*. 

[0072] JfctffiSlgt A* . Z Z X'tet-fM 1 1 
jj***D < 2 fctf LT«cO#ttfi[S(Cfitgft{tfeft 
THfc#*-9 2fc, 0JR • flH*ffi*7 OcomU^-^ 
8 2£J:97-f-K*$'y*-7 8£-#|6jfc0lGL 

t, d f-^yT7 6ti;tfc#«ea^feiiiJRfiasT-^ 

4i£X y «y h^>f 4 0^-^cO»OT*fc&«ff{t£> 
ftTV^|>. 

[0073] ico«fflfC. =y 'J y^^T4 4 <0<ttQ7 



$£#4 6 *y?X7**5 2 k?&3l*-X4 8 kcDH£ 

«sart^<flHftifH»sft, x>T*to5 2\i.*<nm 
\,z?y9 5 on<mtf>m*mw-x4&itmixim\ 
i<oa. i/yy^yT4 4o«wjix#4 6 
Hsjfxr*^ 2 ktt&*-x4 2 t<7)mmmt^< 

»-X4 2SrjltTXy >y h^-f 4 Ofcflfttttaj 
[ 0 0 7 4 ] X y -y h ^ 4 OOttftP^tttti^ftfc 

mtemt#f-92fc&imhti, tlx. z<nn$- 

9 2*»fe»ffi*-Xl 0 2Satt«»^y^l04t: 

#fffi£fti>, i 04i*i{i*^yr 

1 0 8fc ±MK3l*-x 1 0 6 fc J: OSBlSivov&w 

?\ ij9-$2nmxm&m.9vt 1 o 4ts»t 

^*>ftl.„ 

[0075]±aLfcJ:afcLTXy»h^40lW 

y y^vr4 4nmw.mi#4 6n#yr*#5 2 

y**ft 5 2li?y?50 nnwmmitmw-xA 8 $ 
mtx. zcomm%&cowmm$:m\L. ztx. 
is y y t Ji£y?4 4 \i*<owmmi#4 6 tftfyT* 
W52 tm*-*4 2 1 mm-t^<mmi^m^ii 

[0076] ZcOffi&X'yj *)Vr3 2<7)VK)Vm.'k 

«&«swy c t xrmt. x y » h ^ 4 0 co 
n±tfin« 6 8*«j«»<ofc«><o«3i{j)auc-fe v b §ft 

[00 77] *LT, 0JR-«}f«ffl7OtfeV^. * 

oxr>-y y^-9 otfzcom&zxwmtihztiz 
x o s - 9 2 *>x y -y h r-r 4 0 i,zm-rx±.%z 
ft. -*t<oawww 9 4 ^x y -y h r>f 4 0 ««B»ta 
«§ft*„ 

[0078] i«ffc s ^-9 2 ^omm&»cA(t 

t , -nmmm 9 4 *ix y -y b ^ 4 

0«yXWf4 0a, -^5r*)^ s X'J -yhr-f 4 0£0Pt 

gg4 0 a^tTJSftt, ^ft^»tf^tt9 4(ixy -y 
YfJ 40<njX)VU4 0 aCO^®fc##tTV^M^ 

[0079] -*f^Jti#gPW9 4 14/ X;H54 0 a ^ 

y x/n»4 oat t corao^ g «> , y 

4 0 a«^«fca->T*«»HlitW«LTV^»JK«t 

i) , -tftfcJS tt i»WW^#BSK^Y C >y h 
Sft«36>fe, k JX1VU4 0 a<0»«tt*«H3S 



(9) 



WK*1 0-2 16598 



btfX'Zh. 

[0 0 80] §T S xy«yh*W4 0«vO0HS»4 0a 

•y h9 6<0fl-ffl£e^T#*-9 2fc»tE&h.&. 
[ 0 0 8 1 ] #?-9 2*^«fiBt<0±*4'rSSnS 

[0082] -JET, Xr-a'*6fctt0jj*L3:V*n-*'£ 
it IX #7XiSA«l^§tottitli$fi, 
£<0#5X»RAttXT- J/*6«±lBt-9-^i/a 

[0083] tfyxwsLhnu-Ti vrgrrtht. 

**>*aHI*#3 y t° 5 4 fcffi^Siift. 

wewssTf *fc , /s^y-t2 2(i7c^att-±# 

[0084] .TOft, Xf- y6»U -y 4 Ot 
flf*Tfl»S*U ^#5X«A±/\<oMIMMI3 
»9>f ytfxy 7 4 OWttfflnftBfciiLfclSjS 

[ 0 0 8 5 ] *LT, X'J y yy4 4 0{±, HfcMJSS 

•y b ^ 4 0 OtttfJP fc #5 X*«A t flffltJJrJ&O? 
y79f*!WI«3;fc4. #*-9 2J4ft«ffl 

BfcMSfTO^ . - 9 2 #X U y Vyj40 

l o o 8 6 ] ? y yxametsfut s/«; ^s^jf 

>-r4 4£n±ftDft^T. xy 4 0 

jsfctttHU ttajpjfe«6 8t^5^*«Afc<ora{c« 

i*t, X'J >y 1^4 0, 0*19, f«n*»fe(^ 

mm^mzitmmLtctfc XT~ : Je^-^com&x- 

5^^AO±lif(d»i^<OfMRD3{«iai,T»«SfL 
4. 

[0 0 87] Xf-5>6*HMTfcftK tf^XMAi 

fcTaiRD^js**7-r^s»js«75'f y-tfix y * 

b ^ 4 0 CDtttfJ PcO«{i«t£«t 4 1 , Z <7)f!rj!i 

x\ >>vy t J#y74 4coaiiiimmm±$ti&. 

J: 0 LTX y <y b r-f 4 0 & tf!)a*WK<9ttffl#ff it 
$tlT&, #7X^A±fcfcVvtte*«?£Sa9C<7D 
(x*-S>) U8f#6, &KD<9ft?£tf» 
J»75^y*Tti3i£;fi4„ #7XKAiffl 

mmjy^ y&xv <y 4 oottajnsajiu: 
b#£t\ ^ y y 5*Kvr4 4 cop±aj»f^^ff±^4 4 a 

(C LT i 4 K y'J y y'^y 7°4 4 <0ttffllWfe6*ff it£ 
flifc, ZVi'Vy*J#y74 4teb'Ffrt l zrmmftt: 



ffW X y >y Y¥4 4 0 tistt* X 'J -y b 6 4 ftcOMTU 
?gSrV^-^K6 2«-©^M-t„ i«J:^*5/yy 
v^yT-4 4<0»V^ bIWfc |5]B#t s X 'J -y 4 
0{i7n^fia*T"±#$tl4. 
[0088] Xt— ; J6 U >y h ?4 4 

-jbtfUA m^~^4^mzmmitzm^x\ z<o 
#i. tlx. vam£mftxmzti&. 

[0089] XT-V6ifiX 'J <y hM40 fflU 

^^-9 2iiBtA'i#«fiaA^@jRffia^i)$ti 

4. £«0#JBT\ y'jyy*y744l»«tfc|fc' 
ft, SSeMtettSiU XV»/hy4 4 0<7)XVyh6 4 

ft£2£5um?><?im±-th. zm. xy-y^4 

?-9 2lZ%fttt>tl&. 

[0090] ^C0ft s X U -y 4 014, ¥A -fc)V¥ 
3 2*^#BSV^t=5r4fiB*TT^L, 

y -y 4 ocoyx>i>m o atzmix^&Mfim 

[009 1 ] ^-9 2##$tftBtM$ft4 fc s Xf 

-»<0»«Ig3&%7^4. tfes WfiSKT, Xf 
- y 6 (4*ffe!fl:^5 X^KA^n-f '< V 7%tih t X' 

f«iu -etr. xy>-^yr4 4{4iira5UcMi* 

[0092] *fc, T^y/WMMaW. jtfflt»%14 
^SV i i> CO Sr tttij L/t ftfc{4 . H4tf)/X;k2 0 8*»fe 

* "9 . X »J -y h M 4 0 *«fli^#JBU^Y C & X~m 
LX^&mz, /X)V2 0 8frt>m&mSXl],2 0 8 
c0P*^2mmC0iS$*TBStfit'5'?, XT^Uy/- 
9 0 &#*§€-»cO»#gP»9 4 £X y .y h^'W 4 0 

[0093] 2 S^BfflHtrtHfC 

C0ggff9 4 a*7X;«4 0 a«»S»flia*l»SU-o 

-3, »*UJtiiityx^2 0 8*»t«fc»a*w»s* 

^oa^*-»co«}»gBttc7)3lff*-[Slft*fflJcoa 

#9 4b-casi:4ifcfc5r*. ^ow. nrfrffl^aw 

9 4a T14»«C0 1, OJ4S& Mtit ^\ »%tt«KV \ 
fcK>fc3l0SLTB»WKLyXrt«4 0 alcfMtLT^* 
f*4HW4»STS*V\ 0 8*^*ffi$ 

tl?>m®X\ SWBWL-ca*«4:4rO, ^ti&ft^ 
iJcOgPfl 9 4b T»*-r* «T'\ < Eft 



(10) 



0-2 16 598 



^wm<r>w&z'io®mz;x)im o acorn 

Z.kifiX'% t . 4 fcltSflKtiBtt 9 4 a Z%®lxm% 

[0094] 06 tt»8LW*|ffi»(W4S«^ 

9 2±fc, H7t^J:3t^-9 2«)*R*i*it:J» 
JfSW 9 4 CR£ U;fiICMIII 2 2 0 *K«T 
H*. i^aSfHWi^U •yb^4 0c0ttffiP5 l cS6 8 
SrS&jM?#A- 2 2 2 i:ffliM#A-2 2 3 J; 
fflJ-- -y b 2 2 5 , oT^ U 7 h ^ 

4 4 o fcSjeL-r^taffljL^^ hrtattoatfisa 
mt^-)V22A, 2 biz. &ffl3--vhconmzh 
-?t?lss2 2 7 j: *)mm%zm\&t&JMr2 2 6#> 

[00 9 5] Srfc, JiHa.--ybcr)^-^2 2 4hX'J 
«y 4 OOfiWuStt, »»a»ft:J: itORO^t:^ 
-*2 24 fcX'J >y 4 OW** SttSfctofc, 
»J#OT^JS®9 5 i DT^te&fmif &£>&l\ 3 
(Cifcs Slffl#A-2 2 30ii»-MtX y >y h^-f 4 0 
<0BHrm«ttfflP«!SrV^i:C>E)3 1 0 fcSMrt* i 3 
SMf - & . ^ 7° 2 2 6 ^cOM^cOtft&iill 8 «vf 
fflBKftffitt&K 2 4 0 Tff 3 . £ OftfflllfiKftttSHt 2 

A>7*2 3 4frt>*j.-72 3 6 Htt^ T2 2 6 

[ 0 0 9 6 ] %4^M4<7)$iJ»{ian^2 3 2 

n«\ mmcommcom^^mm^-"/ v 2 2 5 » x y -y 

* £ T'CO^JcO^g^^D U X'J >yf- ?M 4 0 ORtffi 

[0097] Lfc*»-»T, ^Lfcaf*tH6«»fe® 
W) i ^ ™'J3»«B^fcX U -y h *W 4 OcotttB 

mxmmmm^xm tti^^m^mt 

£xy -y 4 0<D7X7HH$4 0 a SrilfJftS £ 

□ 9 8, #fiB*-X10 2£ai^T, iss^y?^^ 

5BHi^«y b 2 2 5rtT»«Ufc«0W*, 
^WWM^+tXU -y 4 0*»S>l!tfflUaMSS 
fcxr^—StaiP9 8, SKB#-X3 0 2, H*L=Srv« 

mwz®^tzm9cDmmmcD£oizti:&. t-r. mm 



2 tmmmi&s*. ;«n*. mms-- ? h 2 2 5 1 x 

y -y W 4 0libT*WfcU**ifcffiW:* 0 , 
ffiOT 9 4 aWfrrtrCX 'J -y h ?A X 0 «t^ffi L . £R 

#a- 2 o 8#x y -y b r>f tmmx ■§ $««fc*>*ffi 

3 . §fi0W>i!taj£jR7 Ur&X y -y J-^M 4 0 fciBflJa. 

- h fco v vr v * * ^-/p 2 2 6 1 ssw-s a -crws 
-rc. HsiwHtifcti. ^^TiM>j^ft^gS2 4 

0«V^234iBS. M^M^^M7°2 2 6*^ 

£ £A/b7 2 3 4 m IX . X 
'J -y 4 0^-«JIOSffil4T±#S-li-*. OV^T' 
jf mm 9 4 y -y h 4 0 C0&C0W.TI,Z< & X 
0®miXfrt>ZV >y 4 0 Z?4ib)V¥3 2*«ffi 

tt 9 4 &±#S*T}f»a5ff 9 4 iXU -y 4 0O 

yxvi^4 o ataats^ * <o«jbt^^-9 2^# 

ttMSB14-p»ttS*. /X;M»4 0 a^t4Hilfr>ji^(c 
BiS-t*. *^iHB«T14xy -y h^ottaiPSIMi 
fS^PM^T^t LfcJSWfct § OTtttlJ PO^SSM 

«-CJWfg|5«-C-S& ffi<xtf»Bf«W 

[0098] ±aujt+T, mmmimmw-co* 

b!* J '<--cpjsib*«js ix^imzmmmmmx 
wjamcominzfi^xiiX^. mm$;<-bzv»/hy 
a xm^htzmmmmms.^y^-^ix- 

- y h fc X y «y h ^"^ 4 0 «««T«*§<lfcBEaart 

x'\i.mmmz^x^izttimt u^t, xy » 

b ^ 4 0 TST'SS jffiM**f*3|W4 (J WfflffiRSl 
*«a&LT«.J:V^ ^T2 2 6<0rt©il~3 
Omm, WPliO. 5~5mm, AM 7° 2 2 6 ±0? L 2 
2 7CDSJ40. 5~3mm*«a4U^ 
[ 0 0 9 9 ] frfc, Mm'*- 2 2 2, «H^A- 2 2 

[0 1 00] JWC, H9-01 3t#fllLT, 

mmmmt mwwmmmmvxfizmmz, . 
[oioi] ia9{4, xy -y 4 o tmmmmm 
mmmz^Ltzwmmwm. m 1 o » sew 9 4 

fcxy -y h^W 4 0COT««4tfc^^[6]8ffffi 

mx-foz. 

[0 1 023 miozmmt&t, mmu^94co±^ 

H«Di£< IZX 'J -y h^-f (0yXV^4 0 aC»f3 0 1 

a , 3 0 1 b y -y h ^ htlX v ^ 
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S. IW301 a> 301b{i*U-yh64*|6|fc 
H9<0i atXU -y hfjcol&lfftlZhteiXmtfX 
J#at»t|6l36> o , fiP*>H 9 o»W5rrtfcrtu&» 3 (c t fztf 

^xrmtmmmf^tix^t. mmmns o 
• amtiw 

[0103] mz*?-y a iif-commmbi-x 
su ^t^mLtzyj^-tzmLx-nhtihim 

[0104] *f h i fcjjrt*n< r- y;P6 mmm. 

Jt&*lTVtf:#*-9 2£. 0JR- Wf««7 0^«l) 
8 2 fcj; 0 7 * - FX ? >J a- 7 8 *— #i*Jfc|I| 

usi/c . y r 7 6 1 fc t> t#«{ia*^[i]Jtxfia^ 

tf 9 4 (iX U 7 h *W 4 0 0-*<7)ffigP«T*tfia# 

[0105] j/ y y^yr4 4 

»i#4 6*^yr*ft5 2 fcis?i*-x4 8 fccora^ 
««t*< fl»ifl«s*i, ^yr*#: 5 2 fi-ec7» 

£<of*, i/yyy^yr4 4(o«iiwi.#4 6 

fi^y^ttS 2 i{*&*-X4 2 t«iaS:«SIKt^< 
tttt#-*4 2*31fC.*y <v h^-f 4 OfclfilWTttffi 

[0 106] ^U-yh^4 0Ott{fJP*»fett{tJ3*lfc 
a^(i#?-9 2fc5*WRfe*U -etT. Z.<M]9- 

9 2fr^mn,9 8mixm*i%^mm?>?izw 

IBS^l*. iaLJtiotLTxy-y 

y y ^yr4 4 co«ii«;i#4 6 5 2 

tiS5l*-x4 8t^«^-r^<-fcJ]»x.^«i$n, 

7#ft5 2\t9V9 5 0rt<0ffiflfiS*lRgi*-^4 8£ 

mtx, ^comm^M.commmB\L, zlx, 

*5 2 tm*-z4 2 k mmtK< mtmzti 

[0107] zcovrnx-yj *vW3 2 mmmtt 
trm^-t. x^vYfA4 ototttfjp«6 8ifitm 

<0fcft<0«a[ffitt-fe -y b § til . 
[0 108] *L"C, EUR-JM»Hfl!7 0t*}V^. * 
(OXTi^y yr^iW^S-CffiHSiii £ fc t J: 0 . a 
9-9 2m y >y 4 0 fcm»T±#8*l, -*f<0 
»ffg|5tt9 4#'X y -/ ^4* 4 0OSB»tS»S*l4. 

[0109] 9 2tfz<nft&Q.mzmi 

X&m^tZ b s -ft«t^ff 9 4*UU -y 4 
0 X>g&4 0 a s X y -y h 9-i 4 0 Ott 



»4 0ajC«LTJHeU iilfei«H«aW9 4lixy.y 
h^-f 4 0(07X^4 0 a^W«Cf«tTV^lWi 

[0110] icOBt, fflffigftf 9 4 WV- H»3 0 2 
a, 3 0 2 b J: iJJJSrtVK^jRIi^y vhM<D*? 
30 1a, 3 0 lbfcADJHBSfl*. ^-LT^iOS^' 
t V \ fc 4 o TfffflS tofcifcWa 9 «0^EP^[S] Cfafro T 
SEii, X'J -y h^«ffl»A»6SfajSti.4ii:t**. 
£ <03ftSfc J; 0 s Bfc* L£SfiKa*x V-yh94 nmmw 
304a. 3 04b£ojt*>-5T5&TU ttffiPttMS: 

S^^ilSt. ^7XS« l 7)5fegI'C--e^^^'(WMfl: 

T^m. tht-z^z; xivu 4 0a mmzm- 1 

4WV-K«3 0 2S>±Jif3 0 SI^WUTiMHBf 
0±#3&»«ffffeiiT. «»^»9 4 fcBtffin5feS86 8*5 

[0111] ST, X 'J >y 4 0O7X;^4 0 a 
*^^S^«^(i, ^-9 2t»tBXfe*l4. 

[0112] ^-9 2ttm®&m<?)±.i3&x'mztiz, 

t, £<0fS. B?a«0XT^yy^KffiL. ^^-9 2 
£#->xm9ffit9 4 #TRt& . 
[01133-*, xf- ^6 t(iH^L=5:Vm-^ 
tf- LT^*7 x36RA*«{fi[jlgW>5 nfc^JII-CttllSn, 
■rcotf^xSRAiixf— : J6<o±mz-^9 x g yfci 

[0114] ^7X«Acon-r> y^7t S fc , 
ff»*i^9-2 2*»TBL, £OW»-b>-9-2 2fcAOX 

*OttHMi#**3yta-5'5 4fcffi|&Sfl4. ff^cO 

3is*%T-r 6 1 . Jf^-fe y^r 2 2 {i7CC0eB*T*±# 

[0115] £«0tt, **X y >y h ^ 4 0 |C 

-e<7)^7xa«A±/\coM)«^MiB 
»9>f y^xy >y 4 oottaspffittaiLfc^ 

T\ Xx-i>'6<Dffi»#-Sf?±;S;fc.£„ 
[0 116] -etT. xy.yh^4 0i4. JStollffiS 
#iTV**#5;M£KAaJP»£#*LTTR3*i» xy 

•y hr-f 4 ocontftattfyAmmAkcommfecD? 
\)T5yxtfmtzti&. ££t\ ^-9 2«i«e 

■tHStLTVM.*^, ^-9 2*«xy >y h^4 0 

[0117]^ y 7?V*#Wft;£;h.fc&, ^y 

VT4 4 tttHaW8*T, X 'J -y 4 0*>fe»fli 
MSrttajL, tt*P3feS6 8i:^5XS«Ai:c7)P B M 



(12) 



Wl 0-2 1 6598 



[0 118] %lXZco];ofrmig& DCco^tPlB* 
ta x y 7 4 0 , ^£ o , ^<ontajP*»feo^|i 

IWfitatfi^tfSi:, 02taS£*rO^J:3ta!M 

[0119] x7—=j6(r,mmzm\ #5x*«a± 

fcTMKD<7)^^*|Tt-K#»^77-f y#X y -y 

x\ ^v>=jtf>74 4(Wimmm±ztii. £<o 

J: a fc LTX y >y h ^ 4 0 *^<J5^^ttaj*SffEjh 

ffiffiSfciH* (Xdf-^*) L&#£>, &KDtf)#jfoWB 
«»77-fy4Ttt«Sit4. #5X3E«A±<0 

[0120] Xf-y6«fflWi^'J >vY¥-i4 

EiWffjLSjh.S. £<9f*, Xf— if6±*«in#9X& 

[0121] -^TXf— ^ 6J4BI 1 ta^t^fttt* 
■CRSfU £*lta±>5\ -»coM*XS^71-|.„ & 

v-T < y7Zti?>&?ftMU tlx. yyyy^ 

r4 4{iff^L^M*«^^ff-?T#^L. J2ITH 

c o 1 2 2 ] m 1 1 , 1 2tt*%,mi / zfrfr&%\cDmiim 

M**Ltii><7)Z\ mi liixf- s^fBSrrtfcxUy 

4 0**fc«<Ofifc|R«jEffiSI, 01 2J401 1 
«9Y#fofr6£#ftfceiT*i. ££m^-?3 0 1 
a. 3 0 1 b^'J «y h^Jl^ft (fcBWfl) taF 

11a. 311b fcfttt, § 4>ta£<0#&.ih*>«3 1 1 
a, 3 11b#«tyV730 6a, 3 0 6b£$>5tf 
«\ #&jfc*xR3 11a. 3 11 btfjStafcaofc&jR 
^AM73 0 6a, 3 0 6 b £jItT0*L&Vv}?xr 

h SXlVUA 0 &Wm&b?3 0 1a, 3 0 1 b tat 

tit. 

[0123] pxtcommmx-co^'cox y >y h^>r 

#[*JtaM&|lrffiftT^tt • %i*mzmfeZti& 

i>coxm<, ~nm. ffl»ivw«itt 

[0124] 4fcSBIfltfCtt»m*y <y hfcrtfroT 



fcBK* WlWt J H-8i:«waMHcJ:.0 5-6 0° 

[0 1 2 5] ifcHl O-Cm-ftOBJPfi, Ua, b 

«£££*«LT£ft;hJfJ:^# N a =2- 2 0 mm, 
b = 5~3 0mmgK#ffaU>. 
[0 126] 3&£»flKBtf9 4O:ru-F«3 0 2 
a, 302b_tffi308a, 3 0 8 b bfr?3 0 1 a, 
3 0 1 bOTSgP3 0 5 a, 3 0 5 b t OiT^frcOll 
flMiTV- F302a, 302b *%^3 0 1a, 30 
1 bOMP$£^£ta^£#-f&<f3 Ola, 3 0 1b 

K»3 0 2a, 302b±I308a, 3 0 8b*?O 
mm&Ztfs W30 1a, 30 1 bC0MPHa^2/ 

*~>x. mmmx-^mmm^titzmmmmiz 

^-f 30 1 a, 3 0 1 btaSatflS^fctaSrl.. 
[0 127] ri/-K»3 0 2a. 3 0 2bc0± 

S3 0 8 a, 3 0 8bii, W3 0 1a, 3 0 1 bTS 
$3 0 5 a, 3 0 5biOT«t*oTfcJ:V^ £<D 

[0 1 283 Hi 3(i§ ^tal'JcoHifeSiS-x-f-^ 
tf*|pIO|lfffiT* L?t ETC* 5 . £ £ 9 4 

#>X 'J -y h r-f 4 0 T0 fc «IW S «W)7V- K 3 0 2 
a , 3 0 2 b ±MffiJrtaK3|/X>4 0 0a, 400b 

* mrca o , r-r commzx r>xux.?&tti zttf 

WMX'fol1g&t l ZX°i>. ffi3 0 4a, 3 04bta&£b 

tzmvzhfr aafcLTv^. £ [yx;i/4oo 

a, 4 00b{i7'5y--yh4 10a, 4 10btai-5T 

xy-yh^talg§nTv^„ 
[0129] y xvi-tai, xy >y h m wtafij 

*»-?TBHPa54 Ola, 4 0 1 b ififo *) , -eoWP^cO 

*#^co*§«xy >y h^cottffip*^r6]co*§ 

l Y ) J ^±%<, m L<(42~2 0mm^# <-n.O 
*UV^ HP3&4 0 1 a, 4 0 1 br«4ftffl$ttT# 

4 LfcffiiR* ««{C(«g|-CS * J: 3 (C 0 . 5-20 mm 

[0 130] ^LT£W(R?|yX;P4 0 0a, 40 0b 
<0-«fc{4. «MP4 0 3a, 4 0 3b*JftiJ. £itt 

C07V-K3 0 2a, 3 0 2 b±Htai>4M»^ 1 0- 

5 0 0 OmmAqgJS^fRgffiTtK^I-ri.. 

[0 131] £«PR5UXVP4 0 0a, 400b^ 

[0132] «J§g|5ff 9 4 fcX>J >y 4 OcDTSffi 

l , mt§ m 9 4 3^»» mttti t , x y y h 



(13) 



#l!¥1 0-2 1 6 598 



UzhCDtK m§mt9 4<D7U- F302a, 302 
b£t)±Mlz$>£.ti\irt-. 

[0133] Z.<7)foJUl&LtzWmtm\JXlV4 0 0 
a, 4 0 0bOlflP§E4 0 1 a. 40 1b, MP4 0 
3a, 40 3bSrii-9TSl^t^V«?|^y7 , tJ;^T 

[0 134] Uc^-?TyX;l^4 0ac7)*W3 0 4 
a, 3 04MC, ?ttff*T-iM^{iS^-f, WgLtzm 

[0135] Z^ZJXlVUA 0 a^MfcS^t^M 

^wmmtLx. JtJfgBfl9 4c7)±#^^f\ jtifgg 

«9 4 fcttffiP5feSig6 8#SttTS1\ ttajP^KO 

[0136] ztzm^hcotmuz. yxim^u 
$imn3mmm9 ackw^s. 92-20™ m*§;< 

4 o co^xmzmTZ h x o tc i s ?t j§ w 9 4 co 
F304a s 304b vmizhmwrnvK 

mmmtm\;x)v<nmmmi l zz.~>x, xv -y 

4 o <nTmmmbm%m<v®wtfmMzb 
fz-ixmizmizhzzkiztcKi, ±m(ohff)bmt 

[0 1373 

immwm amwitckdiz, h^isk 8<dm 
iz-fecoimiix'mx'Z, m^zcoGnaunmzm 

[0 138] 4fc. H*JR2, 9, 10«glfej; 

cowfiMcDmizm%cDvt&mmizmz-ttxfrh 
mm*ffocDx\ mmmkixmrnafimtxhrn 

[ 0 1 3 9 ] § fete, ffS^cDii^gfciillf, & 

a cox'M^'&m^mm.x'mit^zmwcottx 

[0140] ft*E4 , 1 1 ^M^Bfe i^wsrffi 

(omttztmmtvm; uzmzmmim&ztztbz 
mtzfofr?mvtznx^mcDi&<mML^i-^mffitf 



P5feS6 8(7)tgtt?r»(fTttmPW«KD*^fgt H 

[0141] ifltioT^U -y b*'WTffi#»M* 
WX'WM Sr ttffi t T h'— H^^tn-r -f y^£Htt& 

f&i^-f. iMti|6Lt*-£. 
[0 142] Sfcfc. »*JB5, 6, 12<D«|§K3 

J: ± war . m&t>Mz± tws&wsti 
m*m&jx)vxm\ itz o lt . i Ds&*wt#*M 

[0 143] H«II7. 1 3<D#7-7 4;^-cO«Bt 

mHmt^ *) . 4*14 b mis its £ t § . 

[Hi ] xm^mamnyj x-towimm 
x-hh. 

m2^mi^y^^~9^m^m<nm^m^x^ 
ujmm®mxhi>. 

[03] Elco^f n-*flX'J <y WfeJ:tf*{>5# 
[04] 01«^3-^HIlR-?Wf«j»^L^jE 

[05] mAcoi}^~a)-u^7nLtzmnmx%h. 
[06 ] bijco^s^joihijr • mmmmit^itzxT-is 

[ 0 7 ] 0 6 cOXf — iSWifll0)Jfflm?i> h . 
[08] *SKBtJ:6-KISa~«5' hfe^LfcUWaT 

[09 ] s>jo»w'4 a-^comux ■ mmm^ 
itzmmmx-hh. 

[010] 09WXx-i^^IfiJc«B0T&6. 

[0113 mmnmnmm ■ rnmmiteEm? 

[012301 l^xT-'j^umoommmxhi. 
[0i3 3 ^mcommmmcom ■ mmwrnz^i 
tzx"f~^mf^<nwmmmxh i . 

6 X-r-v 1 ' 202 -fe 

14 2 08 

2 2 Jf^-fey-t 2 20 

4 0 XU>yh^ (Ml) 2 22 



(14) 



WWl 0-2 1 6598 



4 4 yy>-y^7" 

5 0 

AM 7° 

6 2 7-*-;^* 
64 XU-yh 

6 8 ttffiPftS 



70 mm-mmmm 

7 6 df^UT 
TV- F 

78 
ffiB 

8 2 



225 
226 
232 
234 
24 0 
30 1 
302 
304 
306 



AM T 

8 8 wm?>r -xh 
«ffi 

9 0 XTy'J^' 
9 2 

9 4 ffifflSft 
9 6 -m^-'vY 

wm 

9 8 SfSfJP 
102 

104 mtify? 

106 

108 x^vr 



3 1 0 

3 1 1 
400 
40 1 
403 

4 1 0 




^226 



(15) 



*W¥1 0-2 1 6598 



[02] [012] 




[03] 




(16) 



«f«PF10-2 1 6 598 





(17) 



JKfM^F 1 0-2 1 6598 




(18) 



#iFWlO-2 1 6 598 




JP 10-216598 A 
* NOTICES * 



JPO and INPIT are not responsible for any 
damages caused by the use of this translation. 



1 . This document has been translated by computer. So the translation may not reflect the original 
precisely. 

2 **** s hows the word which can not be translated. 
3. In the drawings, any words are not translated. 



CLAIMS 

[Claim(s)] 

[Claim l]An applicator which has a delivery which extends in one way for carrying out the 
regurgitation of a means characterized by comprising the following to supply coating liquid, and 
the coating liquid supplied from said feeding means, A coater provided with a transportation 
device for moving relatively either [ at least ] said applicator or said applying members, and 
forming a coat on said applying member. 

(A) A cleaning member which removes coating liquid which moved along with a longitudinal 
direction of a delivery, ****ing to a delivery periphery of said applicator, and has adhered to a 
delivery periphery. 

(B) A detection means to detect a delivery position of said applicator. 

(C) A control means which controls uniformly a relative position between both at the time of a 
slide contact to a cleaning member and an applicator by measured value of a delivery position by 
said detection means on the basis of a delivery position of an applicator. 

[Claim 2]An applicator which has a delivery which extends in one way for carrying out the 
regurgitation of a means characterized by comprising the following to supply coating liquid, and 
the coating liquid supplied from said feeding means, A coater provided with a transportation 
device for moving relatively either [ at least ] said applicator or said applying members, and 
forming a coat on said applying member. 

(A) A penetrant remover adhering means which makes a penetrant remover adhere to a delivery 
periphery of said applicator. 

(B) A cleaning member which removes coating liquid which moved along with a longitudinal 
direction of a delivery, ****i n g to said delivery periphery, and has adhered to a delivery 
periphery. 



[Claim 3]An applicator which has a delivery which extends in one way for carrying out the 
regurgitation of a means characterized by comprising the following to supply coating liquid, and 
the coating liquid supplied from said feeding means, A coater provided with a transportation 
device for moving relatively either [ at least ] said applicator or said applying members, and 
forming a coat on said applying member. 

(A) An envelopment means to surround a delivery of said applicator. 

(B) A solvent vapor generating means which is located in an inside of said envelopment means, 
and generates solvent vapor of coating liquid. 

[Claim 4]A means to supply coating liquid. 

An applicator which has a delivery which extends in one way for carrying out the regurgitation 
of the coating liquid supplied from said feeding means. 

A transportation device for moving relatively either [ at least ] said applicator or said applying 
members, and forming a coat on said applying member. 

A cleaning member which removes coating liquid which moved along with a longitudinal 
direction of a delivery, ****ing to a delivery periphery of said applicator, and has adhered to a 
delivery periphery. 

It had a sump part which is the coater provided with the above and collects coating liquid 
removed to a delivery periphery of said applicator. 

[Claim 5]A coater equipping said sump part with a discharge unit which discharges collected 
coating liquid in a coater of Claim 4. 

[Claim 6]An applicator which has a delivery which extends in one way for carrying out the 
regurgitation of a means to supply coating liquid, and the coating liquid supplied from said 
feeding means, A transportation device for moving relatively either [ at least ] said applicator or 
said applying members, and forming a coat on said applying member, In a coater provided with a 
cleaning member which removes coating liquid which moved along with a longitudinal direction 
of a delivery, ****i ng to a delivery periphery of said applicator, and has adhered to a delivery 
periphery, A coater provided with an excretory organ which discharges coating liquid which 
overflows outside a surface of action of said cleaning member, and remains in a delivery 
periphery. 

[Claim 7]A manufacturing installation of a light filter provided with the coater according to any 
one of claims 1 to 6. 

[Claim 8]In a coating method which moves relatively either [ at least ] said applicator or the 
coated members, and forms a coat on said coated member while breathing out coating liquid 
from a delivery which extends in one way of an applicator, A coating method removing coating 
liquid which has adhered to said delivery periphery by making it move along with a longitudinal 
direction of a delivery after carrying out the initial position arrangement of the cleaning member 
of said delivery to a delivery, making a cleaning member **** to a delivery periphery. 
[Claim 9]A coating method characterized by moving said cleaning member along with a 
longitudinal direction of a delivery after making a penetrant remover adhere to said delivery in a 
coating method of Claim 8, while carrying out the initial position arrangement of the cleaning 
member of said delivery to a delivery. 

[Claim 10] A coating method characterized by moving said cleaning member along with a 
longitudinal direction of a delivery after making said delivery periphery filled with solvent vapor 
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of coating liquid in a coating method of Claim 8, while carrying out the initial position 
arrangement of the cleaning member of said delivery to a delivery. 

[Claim ll]While moving relatively either [ at least ] said applicator or the coated members and 
forming a coat on said coated member, breathing out coating liquid from a delivery which 
extends in one way of an applicator, By making it move along with a longitudinal direction of a 
delivery, making a cleaning member **** to a delivery periphery of said applicator, A coating 
method accumulating coating liquid which overflows outside a contact range of a cleaning 
member during removal of coating liquid in a liquid pool part provided in an applicator in a 
coating method which removes coating liquid adhering to a delivery periphery. 
[Claim 12] While moving relatively either [ at least ] said applicator or the coated members and 
forming a coat on said coated member, breathing out coating liquid from a delivery which 
extends in one way of an applicator, A coating method eliminating coating liquid which 
overflows outside a contact range of a cleaning member during removal of coating liquid in a 
coating method which removes coating liquid which made it move along with a longitudinal 
direction of a delivery, making a cleaning member **** to a delivery periphery of said 
applicator, and has adhered to a delivery periphery. 

[Claim 13] A manufacturing method of a light filter characterized by manufacturing a light filter 
using one of the coating methods according to claim 8 to 12. 

[Detailed Description of the Invention] 
[0001] 

[Field of the Invention]This invention is used, for example for the manufacturing field of the 
light filter for color liquid crystal displays, a light filter, a printed circuit board, an integrated 
circuit, a semiconductor, etc. 

It is related with the manufacturing installation of a light filter and improvement of a 
manufacturing method which use the coater which forms a coat, a coating method, these devices, 
and a method, breathing out coating liquid to coated member surfaces, such as a glass substrate, 
in detail. 

[0002] 

[Description of the Prior ArtJThe light filter for color liquid crystal displays has a trichromatic 
fine lattice pattern on the glass substrate. 

After such a lattice pattern forms a black coat first on a glass substrate, it is acquired by 
distinguishing it by different color with by red and a blue and green coat. 

[0003]So, black, red, and blue and green coating liquid are applied on a glass substrate, and the 
coating process which forms these coats one by one becomes indispensable at manufacture of a 
light filter. Although a spinner, bar coater, or a roll coater was conventionally used for this kind 
of coating process as a coater, if it continues till recent years in order to reduce the amount of 
consumption of coating liquid and to aim at improvement in physical properties of a coat, use of 
the die coater is considered. 

[0004] An example of this kind of die coater is indicated by JP,H5-208154,A. This publicly 
known die coater has a slit die as an applicator, and it forms the coat in coated members, such as 
a film it runs to one way, breathing out coating liquid from the delivery of this slit die. 
[0005]And in recent years, the delivery periphery is equipped with the cleaning head that it 
should apply that it is also in an always normal delivery to the delivery of these die coaters. 
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Contacting the delivery periphery of a slit die, this cleaning head moved to the longitudinal 
direction of that delivery, and has wiped off the coating liquid adhering to a delivery periphery 
with this movement. 

[0006] 

[Problem(s) to be Solved by the Invention]For example, the cleaning head mentioned above has 
an elastic support part which consists of fizz polyethylene, This elastic support part is forced on 
the delivery of a slit die by a constant pressure by an air cylinder, and in this case, by own elastic 
deformation, as an elastic support part straddles the delivery of a slit die, it can stick it also to the 
periphery prolonged along that delivery. 

[0007] In this case, since the constant-pressure energization by an air cylinder can follow the 
dimensional change of the sliding direction of a cap easily, it is convenient, but there is a fault 
which cannot perform delicate energizing force adjustment. In order to wipe off thoroughly, and 
to make ****** by wear 0 f a cleaning head into the minimum and to acquire protection-against- 
dust nature and a long life, it must be made the optimal powered pressure power. In order to 
realize this, the energization to the slit die of a cleaning head must not be controlled by a 
pressure, and it must control by both relative position relation. 

[0008]If it is in the coated product production by a actual slit die coater, since a coating liquid 
kind differs from application width for every variety, the cap from which two or more shape 
dimensions differ is prepared, and, usually it is changed for every variety. Even if it is an 
identical type, in preparation for an unexpected situation, it has a spare slit die. If the length of 
the shape of these slit dies, especially a sliding direction, i.e., the energizing direction of a 
cleaning head, is the same, it is hardly problematic, but since it differs in many cases, adjustment 
of relative position relation must be redone for every cap. That is, both relative-position-relation 
control is needed also here. 

[0009]In a still more publicly known cleaning head, it is not taken into consideration at all to 
volatile high things, such as acrylic coating liquid. In these coating liquid, since the coating 
liquid which adhered at the tip of a slit die dries before wiping off, only mere wiping cannot 
wash a delivery thoroughly, when the affix remains, they are a substrate at the time of spreading, 
and the liquid between slit dies — ball shape will not become stable but will induce coat faults, 
such as a vertical reinforcement. 

[00 10] Are what performed this invention based on the above-mentioned situation, and that 1st 
purpose, While affixes, such as coating liquid which has adhered to the delivery periphery of an 
applicator regardless of the kind of coating liquid, are certainly removable, making wear of a 
cleaning head into the minimum and securing protection-against-dust nature and a long life, It is 
in providing the manufacturing installation and manufacturing method of a light filter using the 
coater which can form the high coat of quality without a coat fault, coating methods, these 
devices, and a coating method. 

[0011]The 2nd purpose of this invention can remove certainly affixes, such as coating liquid 
which has adhered to the delivery periphery of a downward applicator regardless of the viscosity 
of coating liquid, It is in providing the manufacturing installation and manufacturing method of a 
light filter using the coater which can form the high coat of quality without a coat fault, coating 
methods, these devices, and a coating method. 
[0012] 

[Means for Solving the Problem]The purpose of above-mentioned this invention is attained by 
means described below. 
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[00 13] An applicator which has a delivery which extends in one way for a coater of Claim 1 to 
carry out the regurgitation of a means to supply coating liquid, and the coating liquid supplied 
from said feeding means, In a coater provided with a transportation device for moving relatively 
either [ at least ] said applicator or said applying members, and forming a coat on said applying 
member, (A) A cleaning member which removes coating liquid which moved along with a 
longitudinal direction of a delivery, ****ing to a delivery periphery of said applicator, and has 
adhered to a delivery periphery, (B) a detection means to detect a delivery position of said 
applicator, and (C) - it is a coater having a control means which controls uniformly a relative 
position between both at the time of a slide contact to a cleaning member and an applicator on 
the basis of a delivery position of an applicator with measured value of a delivery position by 
said detection means. 

[00 14] According to the coater of Claim 1, no matter a size of a sliding direction of an applicator 
may be what thing, since an applicator at the time of cleaning and relative position relation of a 
cleaning member are set up uniformly, a detection means and a control means of a delivery 
position of an applicator enable it to carry out wiping cleaning in the always same state. 
[00 15] An applicator which has a delivery which extends in one way for a coater of Claim 2 to 
carry out the regurgitation of a means to supply coating liquid, and the coating liquid supplied 
from said feeding means, In a coater provided with a transportation device for moving relatively 
either [ at least ] said applicator or said applying members, and forming a coat on said applying 
member, (A) It is a coater provided with a penetrant remover adhering means which makes a 
penetrant remover adhere to a delivery periphery of said applicator, and a cleaning member 
which removes coating liquid which moved along with a longitudinal direction of a delivery, 
****ing to the (B) aforementioned delivery periphery, and has adhered to a delivery periphery. 
[00 16] According to the coater of Claim 2, even if it is volatile high coating liquid which is 
immediately dried after regurgitation from an applicator delivery, since it cleans after making the 
penetrant remover adhere, an affix near a delivery is thoroughly removable. 
[00 17] An applicator which has a delivery which extends in one way for a coater of Claim 3 to 
carry out the regurgitation of a means to supply coating liquid, and the coating liquid supplied 
from said feeding means, In a coater provided with a transportation device for moving relatively 
either [ at least ] said applicator or said applying members, and forming a coat on said applying 
member, (A) It is a coater provided with an envelopment means to surround a delivery of said 
applicator, and a solvent vapor generating means which is located in an inside of the (B) 
aforementioned envelopment means, and generates solvent vapor of coating liquid. 
[00 18] According to the coater of Claim 3, the neighborhood of a delivery of an applicator is 
filled with solvent vapor, coating liquid of a kind which evaporates easily can also prevent 
solidification by evaporation of coating liquid, and since it continues being a fluid, an affix is 
thoroughly removable by wiping by a cleaning member. 

[00 19] A coater of Claim 4 is a coater provided with a sump part which accumulates removed 
coating liquid in a delivery periphery of an applicator. 

[0020]According to the coater of Claim 4, it can prevent that coating liquid in which viscosity 
flows easily low is transmitted, and carries out the reattachment of the applicator ****** to a 
delivery, and remains coating liquid solidifying and barring a slide contact of a cleaning member 
and an applicator. 

[0021]In a coater of Claim 5, and a coater of Claim 4, it is a coater provided with a discharge 
unit which discharges coating liquid collected on a sump part. 
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[0022] A coater of Claim 6 is a coater provided with an excretory organ which discharges coating 
liquid which overflows outside a surface of action of a cleaning member, and remains in a 
delivery periphery. 

[0023]According to the coater of Claim 6, the same effect as a coater of Claim 9 is acquired. A 
manufacturing installation of a light filter of Claim 7 is a manufacturing installation of a light 
filter provided with the coater according to any one of claims 1 to 6. 

[0024] Since a light filter is manufactured to a light filter manufacturing installation of Claim 7 
using one of the coaters according to claim 1 to 6, a light filter of high quality is obtained. 
[0025]In a coating method which moves relatively either [ at least ] said applicator or the coated 
members, and forms a coat on said coated member while a coating method of Claim 8 breathes 
out coating liquid from a delivery which extends in one way of an applicator, After carrying out 
the initial position arrangement of the cleaning member of said delivery to a delivery, it is a 
coating method removing coating liquid adhering to said delivery periphery by making it move 
along with a longitudinal direction of a delivery, making a cleaning member **** to a delivery 
periphery. 

[0026]According to the coating method of Claim 8, even if sliding direction sizes of an 
applicator differ, cleaning can do an applicator delivery and a relative position of a cleaning 
member in the always same, optimal energizing force, and the complete removal of the affix of a 
delivery can be carried out certainly, attaining protection against dust and reinforcement of a 
cleaning member. 

[0027]A coating method of Claim 9 is a coating method moving said cleaning member along 
with a longitudinal direction of a delivery, after making a penetrant remover adhere to said 
delivery while carrying out the initial position arrangement of the cleaning member of said 
delivery to a delivery. 

[0028]According to the coating method of Claim 9, after regurgitation, since it cleans after 
melting the affix with a penetrant remover even if it is volatile high coating liquid which dries 
and adheres to a delivery, an affix is certainly removable. 

[0029] While a coating method of Claim 10 carries out the initial position arrangement of the 
cleaning member of said delivery to a delivery, after making solvent vapor of coating liquid full [ 
coating method ] of said delivery periphery, it is a coating method moving said cleaning member 
along with a longitudinal direction of a delivery. 

[0030] According to the coating method of Claim 10, even if it is volatile high coating liquid, 
evaporation of remains coating liquid which adhered near the delivery is prevented, and since a 
state of a fluid is maintained without solidifying, cleaning removal of the remains affix can be 
thoroughly carried out by slide contact. 

[003 1]A coating method of Claim 11 is a coating method accumulating coating liquid which 
overflows outside a contact range of a cleaning member during removal of coating liquid in a 
liquid pool part provided in an applicator. 

[0032] According to the coating method of Claim 11, it can prevent that coating liquid in which 
viscosity flows easily low is transmitted, and carries out the reattachment of the applicator 
****** to a delivery, and remains coating liquid solidifying and barring a slide contact of a 
cleaning member and an applicator. 

[0033] A coating method of Claim 12 is a coating method eliminating coating liquid which 
overflows outside a contact range of a cleaning member during removal of coating liquid. 
[0034] According to the coating method of Claim 12, the same effect as a coating method of 
Claim 1 1 is acquired. 



6 



[0035] A manufacturing method of a light filter of Claim 13 is a manufacturing method of a light 
filter characterized by manufacturing a light filter using one of the coating methods according to 
claim 8 to 12. 

[0036] Since a manufacturing method of a light filter of Claim 13 manufactures a light filter 
using one of the coating methods according to claim 8 to 12, it can manufacture a light filter of 
high quality. 
[0037] 

[A mode of implementation of an invention] Hereafter, one desirable embodiment of this 
invention is described based on Drawings. 

[0038]The whole coater perspective view which drawing 1 requires for this invention, and 
drawing 2 are the stage 6 of drawing 1 , and a mimetic diagram of a circumference of the slit die 
40. 

[0039]A coater applied to manufacture of a light filter for color liquid crystal displays which 
becomes this invention, i.e., what is called a die coater, is shown in drawing 1 , and this die coater 
is provided with the pedestal 2. The guide groove rail 4 of a couple is formed on the pedestal 2, 
the stage 6 as a supporter is arranged at these guide groove rail 4, and to a running direction, the 
upper surface of this stage 6 is long, and is constituted by vacuum suction as a section face which 
can fix the coated members A and B of two sheets. The stage 6 can reciprocate the guide groove 
rail 4 top freely horizontally via the sliding legs 8 of a couple. 

[0040]Between the guide groove rails 4 of a couple, the casing 12 which built in the feed screw 
mechanisms 12, 14, and 16 shown in drawing 2 is arranged, and the casing 12 is horizontally 
prolonged along with the guide groove rail 4. The feed screw mechanisms 14, 16, and 18 have 
the feed screw 14 which consists of ball screws as shown in drawing 2, the feed screw 14 was 
thrust into the connector 16 of the shape of a nut fixed to the undersurface of the stage 6, and 
penetrated this connector 16, and are prolonged. Both ends of the feed screw 14 are supported by 
bearing which is not illustrated, enabling free rotation, and AC servo motor 18 is connected with 
the end. 

[0041 ]The die support 24 of an inverted-L character form is mostly arranged in the center at the 
upper surface of the pedestal 2 as shown in drawing 1 . A tip of the die support 24 is positioned 
above a reciprocation course of the stage 6, and the rising and falling mechanism 26 is attached 
at the tip. The rising and falling mechanism 26 is provided with the rise-and-fall bracket 31 
which can go up and down like drawing 3 . and this rise-and-fall bracket 31 is attached to a guide 
rod of a couple in the casing 28 in the rising and falling mechanism 26, enabling free rise and 
fall. In the casing 28, rotation also of the feed screw 33 which consists of ball screws between 
guide lots is enabled, it is arranged, and a rise-and-fall bracket is connected via a nut type 
connector to the feed screw. AC servo motor 30 is connected to an upper bed of a feed screw, 
and this AC servo motor 30 is attached to the upper surface of the casing 28. 
[0042]The die holder 32 is attached to a rise-and-fall bracket via a supporting spindle (not 
shown), and this die holder 32 made KO type, and the upper part of the guide groove rail 4 of a 
couple is horizontally extended for these rails 4. A supporting spindle of the die holder 32 is 
supported within a rise-and-fall bracket, enabling free rotation, and, thereby, the die holder 32 is 
pivotable in a vertical plane in a supporting spindle. 

[0043] The horizontal bar 36 is being fixed to a rise-and-fall bracket, and this horizontal bar 36 
was located above the die holder 32, and is prolonged along with the die holder 32. The 
electromagnetic-action type linear actuator 38 is attached to both ends of the horizontal bar 36, 
respectively, and these linear actuators 38 have an elastic rod which projects from the 
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undersurface of the horizontal bar 36. As for these elastic rods, a lower end is contacted by both 
ends of the die holder 32, respectively. 

[0044]The slit die 40 is prolonged at a level with a direction which intersects perpendicularly 
with a reciprocating direction of the stage 6, i.e., a longitudinal direction of the die holder 32, and 
is supported by the die holder 32 at the both ends so that clearly [ the slit die 40 as an applicator 
may be held in the die holder 32 and ] from drawing 1 . 

[0045]The feed hose 42 of coating liquid is prolonged from the slit die 40, and a tip of this feed 
hose 42 is connected to a supply port of the syringe pump 44 46, i.e., that electromagnetism 
change-over valve, as shown in drawing 2 . The suction hose 48 is prolonged from a suction port 
of the electromagnetism change-over valve 46, and a tip part of this suction hose 48 is inserted 
into the tank 50 in which coating liquid was stored. 

[0046]The pump body 52 of the syringe pump 44 is selectively connectable with either the feed 
hose 42 or the suction hose 48 by the change operation of the electromagnetism change-over 
valve 46. And these electromagnetism change-over valve 46 and the pump body 52 are 
electrically connected to the computer 54, and these operations are controlled in response to a 
control signal from this computer 54. 

[0047]In order to control an operation of the syringe pump 44, the sequencer 56 is also 
electrically connected to the computer 54. This sequencer 56 AC servo motor 18 for the feed 
screw 14 by the side of the stage 6, Carry out sequence control of the operation of AC servo 
motor 30 by the side of the rising and falling mechanism 26, and the linear actuator 38, and for 
the sequence control, a signal which shows an operating state of AC servo motors 18 and 30 to 
the sequencer 56, and a signal from the position sensing device 58 which detects a movement 
zone of the stage 6 ~ and, A signal from a sensor (not shown) which detects an operating state of 
the slit die 40, etc. are inputted, and, on the other hand, a signal which shows sequence operation 
is outputted to the computer 54 from the sequencer 56. It is also possible to detect a movement 
zone of the stage 6 by the sequencer 56 based on a pulse signal which builds an encoder into AC 
servo motor 18, and is outputted from this encoder instead of using the position sensing device 
58. It is also possible to include control by the computer 54 in sequencer 56 the very thing. 
[0048]The slit die 40 has the front lip 59 and the rear lip 60 which are long picture blocks in a 
direction which intersects perpendicularly with a reciprocating direction of the stage 6, i.e., the 
cross direction, as roughly shown in drawing 2 . These lips 59 and 60 are together put toward a 
reciprocating direction of the stage 6, and are mutually combined in one by two or more joint 
bolts which are not illustrated. The lower part of the slit die 40 is formed by combination of both 
the lips 59 and 60 as a nozzle part which made taper shape. 

[0049]In the slit die 40, it is located at that center portion, the manifold 62 is formed, and this 
manifold 62 is prolonged horizontally crosswise [ of the slit die 40 ]. The manifold 62 is always 
connected to the feed hose 42 of coating liquid mentioned above via an aisleway (not shown), 
and, thereby, the manifold 62 can receive supply of coating liquid. 

[0050]The slit 64 which that upper bed opened for free passage to the manifold 62 is formed in 
an inside of the slit die 40, and a lower end of this slit 64 is carrying out the opening on the 
undersurface of the slit die 40. That is, a lower end opening part of the slit 64 is formed as a 
delivery of the slit die 40. Specifically, the slit 64 is secured by SIMM put between the front lip 
59 and the rear lip 60. 

[0051] Again, reference of drawing 1 arranges the sensor pillar 20 rather than the die support 24 
at a near side at the upper surface of the pedestal 2. An inverted-L character form is made like 
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the die support 24 which also mentioned this sensor support 20 above, and that tip is positioned 
above a reciprocation course of the stage 6. 

[0052]The thickness sensor 22 is attached at a tip of the sensor support 20 via the rise-and-fall 
actuator 21. When a substrate of a light filter, i.e., glass substrate A, is laid on the stage 6 as for 
this thickness sensor 22, It descends to a position with the rise-and-fall actuator 21, thickness of 
glass substrate A on the stage 6 is detected optically in this lowered position, and a detecting 
signal corresponding to that thickness is outputted to the computer 54. A light source in which 
the thickness sensor 22 specifically emits a measuring beam towards glass substrate A which is a 
measuring object, It comprises a light sensing portion which receives catoptric light from the 
upper surface and the undersurface of glass substrate A, respectively, and an arithmetic circuit 
part which calculates thickness of glass substrate A based on a difference of an incidence 
position of catoptric light to a light sensing portion. An operation of the rise-and-fall actuator 21 
is controlled by the computer 54, and can use not only an above-mentioned type but a laser 
displacement gauge, an electronic micro displacement gage, an ultrasonic thickness meter, etc. as 
the thickness sensor 22. 

[0053]It has the eddy current-type sensor 202 which measures distance at an adsorption face of a 
stage, and the tip 68 of a delivery of the slit die 40 at a tip of the stage 6 via the right-and-left 
couple bracket 204. The upper surface of this sensor is installed so that it may become the same 
as that of an adsorption face of a stage. A detection range of this sensor is 2 mm, and resolution 
is lOmicro. As a sensor, a differential-transformer-type [ besides non-contact forms, such as a 
photoelectronic sensor, a supersonic sensor, and a capacitance sensor, ] contact type sensor may 
be used. 

[0054]Between the rise-and-fall bracket 31 and the die support 24 which the slit die 40 
mentioned above, as furthermore shown in drawing 3 , The optical linear scale 206 is formed, 
with this linear scale 206, a position of a sliding direction of the rise-and-fall bracket 31 32, i.e., 
a die holder, is detected, and that detection signal can be outputted. It is electrically connected to 
the computer 54 mentioned above, and the sensor 202 and the linear scale 206 of a couple which 
were mentioned above can receive those detection signals. 

r00551If drawing 1 is referred to further, between the sensor support 20 and the die support 24, 
recovery and the cleaning system 70 for coating liquid are formed. This recovery and cleaning 
system 70 are provided with the sub pedestal 72, and this sub pedestal 72 is prolonged in the side 
from lateral surface of the pedestal 2 mentioned above. The carrier guide 74 is arranged on the 
sub pedestal 72, and this carrier guide 74 is prolonged in a longitudinal direction of the slit die 
40, i.e., the direction which intersects perpendicularly with a reciprocating direction of the stage 
6. On the carrier guide 74, the rectangular career 76 makes it slidable, and is attached, and the 
feed screw 78 which consists of ball screws has penetrated on this career 76. The feed screw 78 
is prolonged along the sliding direction 74 of the career 76, i.e., a carrier guide, and the both ends 
are supported by the bearing 80 of a couple, enabling free rotation. These bearings 80 are set up 
on the carrier guide 74. An end of the feed screw 78 of a side left distantly [ pedestal / 2 ] is 
projected from the bearing 80, and is connected with an output shaft of the electric motor 82. 
This electric motor 82 is supported by the sub pedestal 72 via the motor adapter plate 84. 
[0056]From four corners of the career 76, the four guide rods 86 are projected towards the upper 
part, and the rise-and-fall bracket 88 makes rise and fall free, and is attached to these guide rods 
86. This rise-and-fall bracket 88 and career 76 are mutually connected via the air cylinder 90 
located in the center of the career 76 so that clearly from drawing 4 , and this air cylinder 90 
adjusts a level position of the rise-and-fall bracket 88 while supporting the rise-and-fall bracket 
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88. And the gutter 92 in which the upper surface carried out the opening is attached at a tip of the 
rise-and-fall part bracket 88. The gutter 92 discharges liquid which there is the recovery hole 98 
and accumulated in the gutter 92 through a tube which is not illustrated. 

[0057]The slit die 40 mentioned above is also shown in drawing 4 . and, as for the nozzle part 40a 
of the slit die 40, in the case of this working example, the opening of a lower end of the slit 64, 
i.e., the delivery, is carried out to that undersurface. The undersurface of the nozzle part 40a is a 
level flat face. 

[0058]The gutter 92 in which the upper surface carried out the opening receives in the rise-and- 
fall bracket 88, it is attached to it as a member, and this gutter 92 is prolonged at a level [ in an 
opposite hand ] with the electric motor 82 side. The gutter 92 is larger than the slit die 40 
enough, and can cover this slit 40 from a lower part so that clearly from drawing 5 . 
[0059]In the gutter 92, it is located at the tip part, the cleaning member 94 of a tabular couple is 
arranged, and these cleaning members 94 are attached to the gutter 92 via the support unit 96 
mentioned later. These cleaning members 94 consist in a longitudinal direction of the gutter 92, 
it positions a predetermined interval, the upper surface of these cleaning members 94 has the 
shape which agrees with the nozzle part 40a of the slit die 40, and, thereby, they can stick it to 
the nozzle part 40a. As for the nozzle part 40a of the slit die 40, the both-sides side consists an 
angle of 45 degrees as opposed to the level surface. 

[0060]The surface of the cleaning member 94 consists of polymer resin, and as the polymer resin 
Teflon resin, What mixed kinds, such as urethane resin, an acrylic resin, polyester resin, 
polypropylene resin, a fluoro-resin, a polybutadiene resin, nitrile rubber, silicone rubber, and an 
ethylene-vinyl acetate copolymer, or two sorts or more can be used. Tolerance over a solvent 
contained in adhesion or coating liquid to the nozzle part 40a of the slit die 40 also in these and a 
thing which was further excellent in endurance are preferred, and silicone rubber will become the 
most desirable if these points are taken into consideration. Portions other than the surface of the 
cleaning member 94 may be the same polymer resin as the surface, and may be completely 
different construction material. In order to fully secure the adhesion of the nozzle part 40a in the 
slit die 40, the thickness is set, for example as 5 mm not less than 2 mm, and, as for the cleaning 
member 94, predetermined stiffness is secured further again. 

[0061] As shown in drawing 4 , it has the penetrant remover regurgitation nozzle 208 in the center 
between the cleaning members 94. This nozzle is a with 1 mm in inside diameter, and an outer 
diameter of 2 m pipe made from stainless steel, and that upstream is connected to a cleaning 
liquid pump and a cleaning fluid tank which are not illustrated. A penetrant remover blows off 
from this nozzle to predetermined height, and that height can be arbitrarily adjusted by changing 
discharge quantity of a cleaning liquid pump. Not a pipe but a penetrant remover may use a thing 
of a spraying type which spreads in a flabellate form for this nozzle. 

[0062]The outlet 98 (refer to drawing 5) is formed in an inner bottom of the gutter 92 at two 
places of the center portion, and these outlets 98 are connected to a discharging hose via the 
nipple 100 like drawing 4 . This discharging hose 102 extended to the career 76 along an outer 
bottom surface of the gutter 92, and penetrated this career 76 and carrier guide 74, and is 
prolonged in the sub pedestal 72. Although not illustrated, an opening for leading the discharging 
hose 102 in the sub pedestal 72 is formed in the carrier guide 74, and this opening is prolonged 
along with the feed screw 78. 

[0063]Into the sub pedestal 72, it has sufficient length to permit movement of the career 76, that 
tip penetrates a lid of the waste liquid tank 104, and the discharging hose 102 is inserted into this 
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waste liquid tank 104. The suction hose 106 is penetrated and attached to a lid of the waste liquid 
tank 104, and this suction hose 106 is connected to the vacuum pump 108. 
[0064] A direction switching valve and the vacuum pump 108 which carry out the elastic 
operation of the electric motor 82 of recovery and the cleaning system 70 mentioned above and 
the air cylinder 90 are electrically connected to the sequencer 56 mentioned above, and this 
sequencer 56 also controls an operation of recovery and the cleaning system 70. 
[0065]Next, a coating method performed using a die coater concerning manufacture of a light 
filter which was got blocked one process and mentioned above is explained. First, the slit die 40 
is attached to the die holder 32, and a preliminary process before spreading is performed. That is, 
the stage 6 is moved so that the sensor 202 may come directly under the delivery tip 68 of the slit 
die 40. Subsequently, the slit die 40 is slowly moved to the bottom by dropping the rise-and-fall 
bracket 31, and the sensor 202 on either side, the distance K1L with the tip 68 of a delivery, and 
KIR are measured. 

[0066]Based on this measurement result, if a difference between the 1st interval K1L and KIR is 
beyond a predetermined value, The computer 54 drives the linear actuator 38a in the rising and 
falling mechanism 26 via the sequencer 56, and as the drawing 1 N akava seal R shows, it rotates 
the die holder 32, so that a difference between the 1st interval K1L and KIR may be settled less 
than in less than a predetermined value, for example, 3 micrometers. Thereby, the delivery 68 of 
the slit die 40 attached to the die holder 32 is adjusted so that it may see in the cross direction 
and may become almost level. If adjustment is completed, a brake (not shown) fixes the die 
holder 32. 

[0067]Thus, if horizontal adjustment at the tip 68 of a delivery in the slit die 40 is completed, 
The computer 54 sets up the interval K1L in this time as the clearance K3 (range measurement 
process), and reads level position Z of the die holder 32 based on a detecting signal from the 
linear scale 206 simultaneously (level detection process). 

[0068]And the computer 54 computes reference level Y based on a following formula based on 
the clearance K3 and the level Z (calculation process). 

[0069]Y=Z-K3 - here, reference level Y shows a level position of the detecting signal 32 
outputted from the linear scale 86, i.e., a die holder, when the delivery 68 of the slit die 40 
descends to the upper surface of the stage 6 so that clearly from an upper type. Subsequently, the 
engagement reference level YC with which the delivery 68 of a cleaning member and the slit die 
40 engages is calculated by YC=Y+a. a is a value peculiar to coater, it is made to learn to the 
computer 54 as constant value, and no matter the slit die 40 may be what thing, the value does 
not change. The value of a must clean a priori beforehand, must make wear of rubber, and 
wiping capability an evaluation index, and must determine optimal value. 

[0070]If reference level Y and the engagement reference level YC are determined as it 
mentioned above (setting step), the return to origin of the slit die 40 and the stage 6 will be 
carried out. That is, the slit die 40 goes up to a position, and double action of the stage 6 is 
carried out to an initial position. 

[0071]In setting up reference level Y of the die holder 32, operation control of the rising and 
falling mechanism 26 and the stage 6 is independently carried out with original sequence control 
of sequencer 56 mentioned above. 

[0072]Next, it goes into an application process. Here, the feed screw 78 is rotated to one way 
with the electric motor 82 of recovery and the cleaning system 70, and the gutter 92 positioned in 
a position in readiness of the side to the pedestal 2 as first shown in drawing 1 is moved from a 



position in readiness to a recovery position with the career 76. As for the cleaning member 94 of 
the gutter 92, in this recovery position, one end of the slit die 40 is positioned caudad. 
[0073] In this state, it switches, the electromagnetism change-over valve 46 of the syringe pump 
44 operates that between the pump body 52 and the suction hose 48 should be connected, and the 
pump body 52 attracts coating liquid in the tank 50 through the suction hose 48 to that inside. 
Then, that between the pump body 52 and the feed hose 42 should be connected, it switches, the 
electromagnetism change-over valve 46 of the syringe pump 44 operates, and the pump body 52 
carries out the regurgitation of the coating liquid of that inside towards the slit die 40 through the 
feed hose 42. This suction and discharging are repeated and all air within a course is discharged. 
[0074]Coating liquid breathed out from a delivery of the slit die 40 is received by the gutter 92, 
and is discharged by the waste liquid tank 104 through the discharging hose 102 from this gutter 
92. Here, since inside of the waste liquid tank 104 is exhausted with the vacuum pump 108 and 
the suction hose 106, coating liquid in the gutter 92 is led to the waste liquid tank 104 good. 
[0075]As it mentioned above, when inside of the slit die 40 is filled with coating liquid, as a last 
spreading preparation operation, as for the electromagnetism change-over valve 46 of the syringe 
pump 44, it switching and operating that the pump body 52 and the suction hose 48 should be 
connected, and the pump body 52 attracting coating liquid of the specified quantity to the inside, 
and inside, coating liquid in the tank 50 through the suction hose 48, The syringe pump 44 stands 
by, after it switched and the electromagnetism change-over valve 46 has operated that the pump 
body 52 and the feed hose 42 should be connected. 

[0076]A level position of the die holder 32 is dropped to the engagement reference level YC in 
this state, and the delivery tip 68 of the slit die 40 is set to an optimal position for cleaning. 
[0077]And in recovery and the cleaning system 70, by elongating the air cylinder 90 till the final 
point, the gutter 92 goes up towards the slit die 40, and the cleaning member 94 of a couple is 
contacted by end of the slit die 40. 

[0078]Then, when the gutter 92 made it move towards that position in readiness, after the 
cleaning member 94 of a couple has stuck to the nozzle part 40a of the slit die 40, i.e., a delivery 
periphery including a delivery of the slit die 40, ****ing to this nozzle part 40a, these cleaning 
members 94 remove coating liquid adhering to an outside surface of the nozzle part 40a of the 
slit die 40 with scraping. 

[0079] Since the cleaning member 94 of a couple is in the state where it stuck thoroughly when 
****ing to the nozzle part 40a, it can remove thoroughly coating liquid also including a 
boundary line between the nozzle part 40a and an inclined plane which continued throughout the 
nozzle part 40a and has adhered to the outside surface. Here, since the engagement reference 
level YC is automatically set according to it even if cap shape carries out a dimensional change 
to a sliding direction, i.e., an energizing direction of a cleaning member, the adhesion of a 
cleaning member and the nozzle part 40a can be reproduced, and coating liquid which remains 
similarly can be removed thoroughly, the optimal, since energizing force to a slit die of a 
cleaning member is finely controllable by a position level instead of a pressure - a ********** 
slide contact can do and wear of a cleaning member can be made into the minimum. 
[0080]Now, coating liquid removed from the nozzle part 40a of the slit die 40 is transmitted to 
an outside surface of the cleaning member 94 and the support unit 96, and is received by the 
gutter 92. 

[0081]If the gutter 92 is returned to the upper part of a position in readiness, the above- 
mentioned air cylinder 90 will be contracted after this. 
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[0082]On the other hand, where glass substrate A is positioned via a loader which is not 
illustrated, it is laid in the stage 6, and adsorption maintenance of this glass substrate A is carried 
out by suction at the upper surface of the stage 6. 

[0083]Loading completion, then the thickness sensor 22 of glass substrate A descend, thickness 
of glass substrate A on the stage 6 is optically detected by this thickness sensor 22, and that 
detecting signal is supplied to the computer 54. Completion of measurement of thickness will 
raise the thickness sensor 22 to the original position. 

[0084]Then, when the stage 6 is moved forwardly towards the slit die 40 and a formation start 
line of a coat to that glass substrate A top reaches a delivery position of the slit die 40, forward 
movement of the stage 6 stops. 

[0085]And the slit die 40 descends in consideration of thickness of already measured glass 
substrate A, and predetermined clearance is secured between a delivery of the slit die 40, and 
glass substrate A. Here, since the gutter 92 is returned to a position in readiness, the gutter 92 
does not check descent of the slit die 40. 

[0086]If clearance is secured, discharging of the syringe pump 44 will be carried out, coating 
liquid will be breathed out from the slit die 40, and liquid reservoir C will be formed between the 
delivery tip 68 and glass substrate A. If the stage 6 is advanced to a forwardly moving direction 
at a fixed speed simultaneously with formation of such liquid reservoir C, continuing 
regurgitation of the slit die 40, i.e., coating liquid from the delivery, the coat D of coating liquid 
will be continued and formed in the upper surface of glass substrate A as shown in drawing 2 . 
[0087]If a formation end line which should end formation of the coat D on glass substrate A 
arrives at a just before position of a delivery of the slit die 40 with advance of the stage 6, 
discharging of the syringe pump 44 will be suspended at this time. Thus, formation of the coat D 
is continued to a formation end line, consuming coating liquid of the liquid reservoir C on glass 
substrate A, even if regurgitation of coating liquid from the slit die 40 is stopped (squeegee). 
When a formation end line on glass substrate A passes through a delivery of the slit die 40, it 
may be made to suspend discharging of the syringe pump 44. If discharging of the syringe pump 
44 is suspended, this syringe pump 44 will perform suctioning operation slightly, and will return 
coating liquid in the slit 64 in the slit die 40 to the manifold 62 side. Such a syringe pump 44 
inhales and, simultaneously with return operation, the slit die 40 goes up to the original position. 
[0088] On the other hand, when forward movement of the stage 6 is continued even if 
regurgitation of coating liquid from the slit die 40 was stopped, and the stage 6 reaches a 
termination of the guide groove rail 4, the forward movement is suspended. Then, glass substrate 
A in which a suction of glass substrate A to the stage 6 top was canceled, and the coat D was 
formed is removed from the stage 6 by unloader, and is supplied towards a next process. 
[0089]After the stage 6 passes the slit die 40, the gutter 92 is again moved to a recovery position 
from a position in readiness. In this state, only returned quantity breathes out coating liquid and 
the syringe pump 44 prevents air from remaining in the slit 64 of the slit die 40. Under the 
present circumstances, even if coating liquid is breathed out from a delivery of the slit die 40, 
that coating liquid is received by the gutter 92. 

[0090]Then, the die holder 32 descends to a position set to engagement reference level, and the 
slit die 40 ****s to a cleaning member which went up then. Subsequently, since it is returned to 
the position in readiness, the gutter 92 scratches coating liquid which has adhered to it 
mentioning above at the nozzle part 40a of the slit die 40, and removes the cleaning member 94. 
[0091] If the gutter 92 is returned to a position in readiness, the stage 6 will be returned to an 
initial position shown in drawing 1 , and, thereby, a series of application processes will complete 
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it. The stage 6 stands by until loading of the new glass substrate A is carried out, and the syringe 
pump 44 performs spreading housekeeping operation mentioned above, and stands by in an 
initial position. 

[0092]After breathing out a volatile high thing to solvents, such as acrylic coating liquid, the 
same solvent as using it for a penetrant remover, for example, coating liquid, from the nozzle 
208 of drawing 4 is made to breathe out. Namely, blowing off a penetrant remover from the 
nozzle 208 from a mouth of the nozzle 208 to a height of 2 mm, while a gutter is in a recovery 
position for cleaning and the slit die 40 is descending to the engagement reference level YC. The 
air cylinder 90 is expanded and the cleaning member 94 of a couple is made to contact an end of 
the slit die 40. 

[0093] The member 94a of direction-of-movement front sides removing remains coating liquid of 
the nozzle part 40a among cleaning members of a couple, if the gutter 92 is turned to a position 
in readiness and it is made to move in this state. A penetrant remover will be made to adhere to a 
removed field from the nozzle 208, and the penetrant remover will be wiped with the member 
94b by the side of direction-of-movement back of a cleaning member of a couple. Although a 
liquid thing can be scratched by the member 94a of front sides at this time, since volatility is 
high, an affix which evaporated, solidified and has adhered to the nozzle part 40a is 
unremovable. Since it dissolves again, becomes liquid with a penetrant remover which blows off 
from the nozzle 208 and removes it by the member 94b by the side of back, even when volatility 
is coating liquid which is easy to solidify highly, the nozzle part 40a can be cleaned easily. The 
member 94a of front sides may be omitted and remains coating liquid and a penetrant remover 
may be simultaneously removed by the member 94b by the side of back. A penetrant remover 
may be good and coating liquid itself [ besides a solvent of coating liquid ] may be [ anything 
which melts an affix which a solvent of coating liquid evaporated and remained ] sufficient as it. 
r00941 Drawing 6 is a sectional view of a stage running direction showing another embodiment 
over coating liquid which volatilizes easily, and drawing 7 is a sectional view of the stage cross 
direction of drawing 6 . Here, the solvent evaporation machine 220 is formed on the gutter 92 at a 
position which adjoined the cleaning member 94 in a running direction of the gutter 92 as shown 
in drawing 7 . This evaporation machine to the shielding unit 225 which consists of the covering 
222 which wraps in the delivery tip 68 of the slit die 40, and the frame side cover 223, the seal 
224 which exists at a tip of each covering and intercepts a flow the open air and inside a 
shielding unit in contact with the slit die 40, and a pan. It comprises the pipe 226 which is in an 
inside of a shielding unit and spouts solvent vapor from the pore 227. 

[0095]The seal 224 of a shielding unit and a point of contact of the slit die 40 are more 
indispensable than the bottom 95 of a cleaning member caudad, in order to avoid interference of 
the seal 224 and the slit die 40 at the time of wiping by a cleaning member. A seal of the frame 
side cover 223 is arranged further again so that 310 may be contacted a place which does not 
have a delivery of the cross direction of the slit die 40. The solvent vapor feed unit 240 of 
drawing 8 p erforms supply of solvent vapor to the pipe 226. This solvent vapor feed unit 240 
comprises the switching valve 234 which controls an outflow of the source 232 of heating and a 
steam which consist of heaters etc. And solvent vapor is supplied to the pipe 226 through the 
tube 236 from the valve 234. The tube 236 keeps it warm for preventing dew condensation, or is 
heated to a suitable temperature with a heater etc. 

[0096]Here, control of a generated steam amount is performed by controlling temperature of the 
source 232 of heating. Humidity of a solvent of a there is saturated, and even if coating liquid is 
in a delivery of the slit die 40, it becomes impossible to evaporate, since a steam of a solvent of 
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coating liquid is filled to space (closed space) closed by the shielding unit 225 and the slit die 40 
according to this embodiment. 

[0097]immediately after [ therefore, / applying ] — an operative condition of drawing 6 - since 
coating liquid will not dry and solidify if a delivery of the slit die 40 is exposed to atmosphere of 
solvent vapor so that like, if a cleaning member is stuck and it wipes with this state, the nozzle 
part 40a of the slit die 40 can be thoroughly cleaned without a residue. Wiped-off remains 
coating liquid passes along the outlet 98 of the gutter 92, and the discharging hose 102, and is led 
to a waste liquid tank. On the other hand, a solvent which dewed within the shielding unit 225, 
and coating liquid breathed out from the slit die 40 during spreading housekeeping operation are 
also led to a waste liquid tank through the gutter outlet 98, the discharging hose 302, and a 
switching valve that is not illustrated. A procedure of cleaning using a device of this embodiment 
is as follows. First, when performing coating liquid regurgitation by cleaning, spreading 
housekeeping operation, etc., the gutter 92 is taken out to a recovery position. At this time, the 
shielding unit 225 and the slit die 40 are in a position which got used to a sliding direction, and 
both do not interfere in them. The cleaning member 94 jumps out of a recovery position here 
from a slit die crosswise like drawing 7 . and a position which has the shielding covering 208 in a 
field which can be stuck with a slit die is said. Regurgitation of coating liquid under spreading 
housekeeping operation is performed in this position. It is made to descend until it will contact 
the seal 226 which attaches the slit die 40 to a shielding unit, if regurgitation of coating liquid is 
ended, and a closed space is constituted. Subsequently, open the valve 234 of the solvent vapor 
feed unit 240, solvent vapor is made to blow off from the pipe 226, and a closed space is filled 
with a steam of a solvent. Evaporation of coating liquid can be prevented by this. If a series of 
preparations are completed next, the valve 234 will be closed, supply of solvent vapor is stopped, 
and the slit die 40 is once raised to a home position. Subsequently, it is made to descend after 
moving the cleaning member 94 so that it may come directly under an end of the slit die 40 until 
the die holder 32 is set to the engagement reference level YC in the slit die 40. And the cleaning 
member 94 is raised, the cleaning member 94 is stuck to the nozzle part 40a of the slit die 40, the 
gutter 92 is moved to a position in readiness in the state, and an affix of the nozzle part 40a is 
removed thoroughly. In this embodiment, since a delivery of a slit die is made into atmosphere 
filled with coating liquid solvent vapor, remains coating liquid of a delivery does not evaporate, 
but since it is with a state of a fluid, if it wipes off by a cleaning member in this state, a remains 
affix is thoroughly removable. 

[0098]In having mentioned above, a cleaning member may be in the inside side of shielding 
covering. Furthermore a seal of shielding covering and a slit die could be performed, but a 
crevice may be opened. When a closed space is constituted from shielding covering, 
regurgitation of coating liquid may be performed by spreading operation preparation etc. It is 
also possible to form a sensor and to control solvent humidity in a closed space constituted from 
shielding covering and a slit die to a fixed thing. In a closed space which comprised contact of a 
shielding unit and the slit die 40, since it is desirable that it is a saturated vapor, solvent vapor 
may be supplied, so that it dews on the slit-die 40 undersurface and a solvent adheres. As for a 
path of the hole 227 on 0.5-5 mm and the pipe 226, 0.5-3 mm is [ an inside diameter of the pipe 
226 / 1-30 mm and thickness ] desirable. 

[0099]The cover covering 222 and the frame side cover 223 are electric, or it may be made to 
open and close them automatically by an air cylinder etc. 

[0100]Next, with reference to drawing 9 - drawing 13. an embodiment of this invention different 
from an embodiment mentioned above is explained below. 
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[01 01] An outline perspective view and drawing 10 w hich drawing 9 showed correlation of the 
slit die 40 and a recovery cleaning system are a crosswise sectional view when a lower end 
surface of the cleaning member 94 and the slit die 40 contacts. 

[0102]Reference of drawing 10 forms the grooves 301a and 301b in the nozzle part 40a of a slit 
die near the upper bed side of the cleaning member 94 at slit-die tip both sides.These grooves 
301a and 301b are angle grooves which hang down downward as they go in the slit 64 direction, 
and they are prolonged over a longitudinal direction of a slit die like drawing 9 . And in a 
longitudinal direction of a slit die, an inclination which goes to gutter 92 supporting section, 
namely, descends as it goes to an arrow direction of drawing 9 is provided. 1-30 degrees of an 
angle of inclination are desirable. 

[0103]Next, a coating method performed using a die coater concerning manufacture of a light 
filter which was got blocked one process and mentioned above is explained. 
[01 04] As first shown in drawing 1 . the table 6 is located in an initial position, and the feed screw 
78 is rotated for the gutter 92 further positioned in a position in readiness of the side to the 
pedestal 2 to one way with the electric motor 82 of recovery and the cleaning system 70, It is 
made to move from a position in readiness to a recovery position with the career 76. As for the 
cleaning member 94 of the gutter 92, in this recovery position, one end of the slit die 40 is 
positioned caudad. 

[0105]In this state, it switches, the electromagnetism change-over valve 46 of the syringe pump 
44 operates that between the pump body 52 and the suction hose 48 should be connected, and the 
pump body 52 attracts coating liquid in the tank 50 through the suction hose 48 to that inside. 
Then, that between the pump body 52 and the feed hose 42 should be connected, it switches, the 
electromagnetism change-over valve 46 of the syringe pump 44 operates, and the pump body 52 
carries out the regurgitation of the coating liquid of that inside towards the slit die 40 through the 
feed hose 42. This suction and discharging are repeated and all air within a course is discharged. 
[0106]Coating liquid breathed out from a delivery of the slit die 40 is received by the gutter 92, 
and is discharged by waste liquid tank which is not illustrated through the recovery hole 98 from 
this gutter 92. As it mentioned above, when inside of the slit die 40 is filled with coating liquid, 
as a last spreading preparation operation, as for the electromagnetism change-over valve 46 of 
the syringe pump 44, it switching and operating that the pump body 52 and the suction hose 48 
should be connected, and the pump body 52 attracting coating liquid of the specified quantity to 
the inside, and inside, coating liquid in the tank 50 through the suction hose 48, The syringe 
pump 44 stands by, after it switched and the electromagnetism change-over valve 46 has 
operated that the pump body 52 and the feed hose 42 should be connected. 
[0107]the until descent of the prescribed position is carried out for the die holder 32 in this state, 
and the delivery tip 68 of the slit die 40 is set to an optimal position for cleaning. 
[01 08] And in recovery and the cleaning system 70, by elongating the air cylinder till a final 
point, the gutter 92 goes up towards the slit die 40, and the cleaning member 94 of a couple is 
contacted by end of the slit die 40. 

[0109]Then, when the gutter 92 made it move towards that position in readiness, after the 
cleaning member 94 of a couple has stuck to the nozzle part 40a of the slit die 40, i.e., a delivery 
periphery including a delivery of the slit die 40, ****ing to this nozzle part 40a, these cleaning 
members 94 remove coating liquid adhering to an outside surface of the nozzle part 40a of the 
slit die 40 with scraping. 

[01 10] At this time, from the blade parts 302a and 302b of the cleaning member 94, coating 
liquid which goes up goes into the grooves 301a and 301b of a slit die, and is caught. And liquid 
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caught by this slot serving as a flume will flow toward an arrow direction of drawing 9 . and it 
will be discharged from a flank of a slit die. By this effect, a slant face whose removed coating 
liquid is a slit die falls 304a and 304b as ******, an d does not soil near a delivery again. If 
polluted with coating liquid which removed near the delivery once, inconvenience — a product 
range which thickness unevenness of a running direction not only increases, but only the portion 
can use effectively [ thickness ] by coating thickness becoming thick at the head of a glass 
substrate below at an acceptable value becomes narrow, or coat faults, such as spreading ****, 
occur -- will arise. Coating liquid which furthermore remained on a slant face of the nozzle part 
40a solidifies, and it becomes an affix, This contacts the upper surface 305 of the blade part 302 
of the cleaning member 94, a rise of a cleaning member is barred, and the cleaning member 94 
and the delivery tip 68 do not contact, but inconvenience that wiping of a delivery cannot be 
performed can also be prevented by this invention. 

[011 l]Now, coating liquid removed from the nozzle part 40a of the slit die 40 is received by the 
gutter 92. 

[01 12]If the gutter 92 is returned to the upper part of a position in readiness, after this, the above- 
mentioned air cylinder will contract and the cleaning member 94 will descend in connection with 
the gutter 92. 

[0113]On the other hand, where glass substrate A is positioned via a loader which is not 
illustrated, it is laid in the stage 6, and adsorption maintenance of this glass substrate A is carried 
out by suction at the upper surface of the stage 6. 

[01 14]Loading completion, then the thickness sensor 22 of glass substrate A descend, thickness 
of glass substrate A on the stage 6 is optically detected by this thickness sensor 22, and that 
detecting signal is supplied to the computer 54. Completion of measurement of thickness will 
raise the thickness sensor 22 to the original position. 

[0115]Then, when the stage 6 is moved forwardly towards the slit die 40 and a formation start 
line of a coat to that glass substrate A top reaches a delivery position of the slit die 40, forward 
movement of the stage 6 stops. 

[01 16] And the slit die 40 descends in consideration of thickness of already measured glass 
substrate A, and predetermined clearance is secured between a delivery of the slit die 40, and 
glass substrate A. Here, since the gutter 92 is returned to a position in readiness, the gutter 92 
does not check descent of the slit die 40. 

[01 17]If clearance is secured, discharging of the syringe pump 44 will be carried out, coating 
liquid will be breathed out from the slit die 40, and liquid reservoir C will be formed between the 
delivery tip 68 and glass substrate A. 

[01 18] And if the stage 6 is advanced to a forwardly moving direction at a fixed speed 
simultaneously with formation of such liquid reservoir C, continuing regurgitation of the slit die 
40, i.e., coating liquid from the delivery, the coat D of coating liquid will be continued and 
formed in the upper surface of guide board A as shown in drawing 2 . 

[01 19]If a formation end line which should end formation of the coat D on glass substrate A 
arrives at a just before position of a delivery of the slit die 40 with advance of the stage 6, 
discharging of the syringe pump 44 will be suspended at this time. Thus, formation of the coat D 
is continued to a formation end line, consuming coating liquid of the liquid reservoir C on glass 
substrate A, even if regurgitation of coating liquid from the slit die 40 is stopped (squeegee). 
When a formation end line on glass substrate A arrives at a delivery of the slit die 40, the slit die 
40 goes up to the original position. 
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[01 20] On the other hand, when forward movement of the stage 6 is continued even if 
regurgitation of coating liquid from the slit die 40 was stopped, and the stage 6 reaches a 
termination of the guide groove rail 4, the forward movement is suspended. Then, glass substrate 
A in which a suction of glass substrate A to the stage 6 top was canceled, and the coat D was 
formed is removed from the stage 6 by unloader, and is supplied towards a next process. 
[0121]Subsequently, the stage 6 is returned to an initial position shown in drawing 1. and, 
thereby, a series of application processes complete it. The stage 6 stands by until loading of the 
new glass substrate A is carried out, and the syringe pump 44 performs spreading housekeeping 
operation mentioned above, and it stands by, and repeats the same operation below in an initial 
position. 

r01221 Drawing 11 and 12 are what showed another embodiment concerning this invention, and 
an outline front view seen when drawing 1 1 saw the slit die 40 to a stage running direction, and 
drawing 12 are the figures at which it looked from the direction of Y of drawing 11 . The grooves 
301a and 301b incline downward in a slit-die longitudinal direction (arrow direction) here, The 
antitussive board 311a which dams up a flow of coating liquid near [ side 3 1 0 ] a slit die which is 
the trailer, 311b is provided, the pipes 306a and 306b are further attached to this antitussive 
board 311a and 311b of each, and suction discharging is carried out with the antitussive board 
311a and a pump which does not illustrate coating liquid which accumulated near 31 lb through 
the pipes 306a and 306b. It is discharged outside effectively, without accumulating in the 
grooves 301a and 301b at the time of nozzle part 40a cleaning, and coating liquid overflowing, 
also when there is much liquid which should be removed by this. 

[01 23] In particular shape and a size in a section vertical to a slit-die longitudinal direction of a 
groove in the above working example may not be limited, and what kind of section shape, such 
as a triangle and semicircle shape, may be sufficient as it. 

[01 24] Although a groove attaches an inclination toward a slit and he is trying to prevent coating 
liquid which went into the groove 301 once beginning to leak outside in working example, 
limitation in particular does not have this angle of inclination, and its 5-60 degrees are preferred 
by the ease of carrying out of manufacture, and an effect of an inclination. 
[01 25] Although what is necessary is just to set in consideration of paint volume which should 
also remove aperture width of a groove in drawing 10 , depth a, and b, shape which does not spoil 
slit-die rigidity, etc., a= 2-20 mm and about b= 5-30 mm are preferred. 

[0126]Furthermore, the blade part 302a of the cleaning member 94, the 302b upper surface 308a, 
A relation of a sliding direction of 308b and the lower end parts 305a and 305b of the grooves 
301a and 301b The braid 302a, 302b does not plug up an opening of the grooves 301a and 301b 
thoroughly, but it The groove 301a, It is desirable for the shortest length to the blade part 302a 
which is in the upper part from the lower end parts 305a and 305b of 301b, and the 302b upper 
surfaces 308a and 308b to set it as the 2/3 or less range of the aperture width a of the grooves 
301a and 301b. By this physical relationship, coating liquid eliminated upward by a cleaning 
member will be effectively led to the grooves 301a and 301b. 

[01 27] Although the upper surfaces 308a and 308b of the blade parts 302a and 302b may be 
below the groove 301a and the 301b lower end parts 305a and 305b, this arrangement is suitable 
when there is much coating liquid adhering to the nozzle part 40a which should be removed. 
[0128] Drawing 13 is a figure showing another embodiment in a section of a stage running 
direction. The braid 302a in case the cleaning member 94 contacts the slit-die 40 following 
figure here, The suction nozzles 400a and 400b are formed near the 302b upper surface, and even 
when it is difficult to make a groove depending on shape of a die, liquid removed to the fields 
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304a and 304b is kept from dripping. These suction nozzles 400a and 400b are being fixed to a 
slit die by the brackets 410a and 410b. 

[0129]There are the openings 401a and 401b in a suction nozzle toward the slit-die side, it is 
slightly larger than the length of a delivery longitudinal direction of a slit die, and the length of a 
longitudinal direction of the opening is good desirable to enlarge 2-20 mm. As for the opening 
401a and a 401b gap, about 0.5-20 mm is good so that coating liquid removed by a cleaning 
member can be attracted easily. 

[01 30] And there are the end connections 403a and 403b in an end of these suction nozzles 400a 
and 400b, a suction pump which is not illustrated to this is connected, and coating liquid on the 
braid 302a of the cleaning member 94 and the 302b upper surface is attracted with suction force 
of about 1 0-5000 ramAq. 

[0131]Operation using these suction nozzles 400a and 400b is as follows. 

[0132]If a lower end surface of the cleaning member 94 and the slit die 40 contacts and the 
cleaning member 94 starts movement, what coating liquid which remained in a slit-die lower end 
surface failed to be written, and remained in part will overflow on the upper surface from the 
braids 302a and 302b of the cleaning member 94. 

[0133]This overflowed coating liquid is discharged to the exterior by a suction pump which is 
not illustrated through the openings 401a and 401b of the suction nozzles 400a and 400b, and the 
end connections 403a and 403b. 

[01 34] Therefore, after cleaning, coating liquid which remained all falls, the reattachment is 
carried out to regurgitation and coating liquid does not have influence bad [ to enlarge thickness 
unevenness of an application starting part, or to produce coat faults, such as spreading ****, etc. 
] on the slant faces 304a and 304b of the nozzle part 40a. 

[0135]Coating liquid which furthermore remained on a slant face of the nozzle part 40a 
solidifies, a rise of the cleaning member 94 is barred, it cannot contact but inconvenience that 
wiping of a delivery is impossible can also prevent the cleaning member 94 and the delivery tip 
68 by this invention. 

[01 36] A suction nozzle which made a longitudinal direction opening of a nozzle larger 2-20 mm 
than thickness of the cleaning member 94 apart from the above-mentioned thing, It enables it to 
move to a longitudinal direction of the slit die 40 simultaneously with the cleaning member 94, 
only remains coating liquid on the upper surface of the braids 304a and 304b of the cleaning 
member 94 is attracted, and it may enable it to discharge. In this case, by simultaneous 
movement of a cleaning member and a suction nozzle, cleaning of a lower end surface of the slit 
die 40 and recovery of remains coating liquid will be simultaneously performed over a 
longitudinal direction, and the same effect as the above-mentioned thing is acquired. 
[0137] 

[Effect of the Invention] Since according to Claim 1, the coater of 8, and the coating method the 
delivery position of an applicator is detected for every applicator, the delivery of an applicator 
and the relative position relation of a cleaning member are kept constant and both are made to 
**** as explained above, Since can always **** by fixed energizing force, the residual coating 
liquid which adhered near the delivery of an applicator can be removed thoroughly, energizing 
force is finely changed in a position simultaneously and it is made to the optimal thing, wear of a 
cleaning member is made to the minimum and the life of protection against dust and a cleaning 
member can be improved. 

[0138]Since according to the coater and coating method of Claims 2, 9 and 10 it cleans at the 
time of volatile high coating liquid use after making the solvent of this coating liquid adhere near 
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the delivery of an applicator, Since an affix is easily and thoroughly removable even if coating 
liquid desiccation is carried out and a solid adheres, the high coating products of quality without 
a coat fault are obtained. 

[01 39] According to the coater of Claim 3, since it cleans by making the neighborhood of a 
delivery of an applicator into the atmosphere which does not evaporate easily, it can clean with a 
fluid, without also solidifying volatile high coating liquid, and residual coating liquid can be 
removed thoroughly. 

[01 40] Since the sump groove in which the coating liquid which remains when it removes by a 
cleaning member in the position near the braid upper surface of the surrounding cleaning 
member of an applicator is accumulated was provided according to Claim 4, the coater of 1 1, and 
the coating method, the coating liquid which viscosity is low and flows easily is transmitted^ and 
carries out the reattachment of the applicator slant face to a delivery, The coating liquid which 
remained on the applicator slant face solidifies, contact at a cleaning member and the tip 68 of a 
delivery is barred, and the inconvenience that wiping of a delivery is impossible can also be 
prevented. 

[0141]Since the slit-die undersurface breathes out coating liquid in the pure state, forms a bead 
and can start coating by this, the effective area where thickness unevenness moreover becomes in 
an acceptable value uniformly about coating thickness can be made large, yield increases, and 
productivity can be improved. Coat faults, such as spreading ****, do not occur but quality also 
improves. 

[0142]Since according to the coater and coating method of Claims 5, 6 and 12 the discharge unit 
which discharges the coating liquid which accumulates in a sump was added, or coating liquid 
overflowing from a cleaning member was directly attracted with the nozzle and it has improved 
for surplus coating liquid to be eliminated more effectively, productivity can be improved 
further. 

[0143]Since the above-mentioned coater and the coating method are used according to the 
manufacturing installation and manufacturing method of Claim 7 and the light filter of 13, 
manufacture of the high light filter of quality can be attained and productivity can also be raised. 

[Brief Description of the Drawings] 

[Drawing 1 lit is an outline perspective view of the die coater of one embodiment of this 
invention. 

[Drawing 2]It is an outline lineblock diagram showing the die coater of drawing 1 including the 
supply system of coating liquid. 

rDrawing 31Thev are a slit die of the die coater of drawing 1 . and an outline lineblock diagram of 
the rising and falling mechanism. 

[Drawing 4] It is a front view showing recovery and the cleaning system of the die coater of 
drawing 1 . 

[Drawing 5] It is a perspective view showing a part of gutter of drawing 4 . 

[Drawing 6]It is a sectional view of a stage running direction showing recovery and the cleaning 

system of another working example. 

fDrawing 7] It is a sectional view of the stage cross direction of drawing 6 . 

[Drawing 8] It is a schematic diagram showing an element unit by this invention. 

[Drawing 9] It is a perspective view showing recovery and the cleaning system of the die coater 

of another working example. 

[Drawing 10] It is a sectional view of the stage running direction of drawing 9 . 
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[Drawing lljlt is a front view showing recovery and the cleaning part of another working 
example. 

[Drawing 12] It is a sectional view of the stage running direction of drawing 11 . 

[Drawing 13]I t is an outline sectional view of a stage running direction showing recovery and the 

cleaning system of another working example of this invention. 

[Description of Notations] 

6 Stage 202 Sensor 

14 Feed screw 208 Nozzle 

22 thickness sensor 220 ~ a solvent evaporation machine 

40 Slit-die (applicator) 222 shielding covering 

44 Syringe-pump 225 Shielding unit 

50 Tank 226 Pipe 

62 Manifold 232 Source of heating 

64 Slit 234 Valve 

68 Delivery tip 240 solvent-vapor feed unit 

70 Recovery and cleaning system 301 groove 

76 Career 302 Braid 

78 Feed screw 304 Slant face 

82 Electric motor 306 pipe 

88 Rise-and-fall bracket 310 Side 

90 Air cylinder 3 1 1 antitussive board 

92 Gutter 400 suction nozzle 

94 Cleaning member 401 opening 

96 Support unit 403 end connection 

98 Outlet 410 bracket 

102 Discharging hose 

104 Waste liquid tank 

106 Suction hose 

108 Vacuum pump 



